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If you haven’t been getting sa-isfactory 
removal of certain soils, let us show what we can 
do. There is an effective Oakite method for every 
metal-cleaning job. 


e Cleaning in tanks e Pickling 


e Cleaning in machines e Burnishing 





e Electrocleaning e Barrel cleaning 


e Pre-paint treatment e Paint stripping 


e Steam-gun cleaning e Rust prevention 


um OAKITE 


Trade Mark Reg. U.S. Pat. Off. 


INDUSTRIAL CLEANING MATERIALS » METHODS - SERVICE 
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A New NORTON EBarrel-Finishing Service for You! 


Yes, now we're prepared to help you determine—without charge or obligation—whether 


you can finish your metal parts faster and more economically with ALUNDUM abrasive 


and the tumbling or barrel-finishing process. 


If you haven't installed tumbling barrels, and if you aren't familiar with this Norton 


abrasive product, send us sample parts (unfinished, finished as you'd like them, or 


required surface finish specifications). We'll tumble the unfinished parts for you and 


determine the best tumbling cycle. This worthwhile 
information, will determine whether this product and 
process can save you time and money. 


For further details contact our Sales Engineering 
Department. 


NORTON COMPANY © WORCESTER 6, MASS. 


Distributors In All Principal Cities 








Got Your Copy? 
Have you sent for your free 
copy of the interesting and 
helpful Norton booklet, 'Pre- 
cision Tumbling with ALUN- 
DUM Tumbling Abrasive"? 








NORTONW ABRASIVES 
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You'll always be right if you remember... you can always 
get what you want from H-VW-M when you want it... 
H-VW-M products are strategically warehoused for 
prompt service and delivery... H-VW-M sales-engineers 
and laboratory technicians are always available for help 
in your production problems. It is this overall service and 
experience that have made H-VW-M the central source of 
supply...for over 70 years... for all the needs of the elec- 
troplating and polishing industry. 

HANSON-VAN WINKLE-MUNNING COMPANY, Matawan, N. J. 
Plants at: Matawan, N. J. * Anderson, Indiana * Sales Offices 
Anderson * Chicago * Cleveland * Dayton * Detroit * Grand Rapids 
Matawan ¢ Milwaukee * New Haven * New York * Philadelphia 


Pittsburgh * Rochester * Springfield (Mass.) * Stratford (Conn.) * Utica , 
Manufacturers of a complete line of electroplating Dim ie 
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Would you give 


me thirty beconds 


of your time lf 
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Allow me to introduce vam I’m Ev Hawthorne, Egyptian’s \ 
Advertising Manager. I’d like to bring you a message about \ 
an old Egyptian product. 

The material is Egyptian’s zinc chromate, synthetic type 
primer, 1-PA. It may seem funny to be introducing a product 

that is over ten years old, but 1-PA has had, during that 
time, such an impressive record of acceptance among so 
many of America’s leading manufacturers that we feel all 

of you should become familiar with it. 

Of course, it would be foolish to say 1-PA can do every 
priming job that comes down the pike, but we have seen very 

few instances where it did not do a magnificent job of pro- 
tection against corrosion, or chemical attack. 

This extremely tough, durable undercoat may be just what you 

need to give your product longer life and contribute a great 

deal to a more attractive appearance. Won’t you inquire? 











: The Egyptian Lacquer hint laniiia ited So. Kearny, N. J. 


: Box 444 Newark 1, New Jersey : 
Please forward further information on primer 
: 1-PA. 


Name 

“si = ‘yeas 
Firm youstRiAl Ly 
Address Lafayette, Ind. 
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NICKEL ACID PICKLE RINSE 


74 Podect Plating Operation 


Automatic plating units never wait. When they hit the 
tanks, the temperature must be right and in less than 
a minute the job must be done—right. In the busy 
plating plant illustrated, every step is temperature 
controlled—sometimes with the inexpensive Sarco 
No. 87 Trap-Control—at others with the more exact- 
ing TR-22 control. 


87 The result is mass production with a high accuracy that 
THERMOTON is repeated, day in and day out. Reduction in the num- 
ber of rejects paid for these controls in a few months. 
And the strange thing is that less heat is wasted when 

perfect plating is secured with Sarco Controls. 








Eventually you will find your plant in competition with 
temperature controlled plating. Why not look into the 
question now and save the original cost of the con- 
trols over and over for years to come? The Sarco 
Representative near you will be glad to show you how. 
Ask for Sarco Catalog No. 650 on plating and 
finishing controls. 





386 


SARCO COMPANY, INC. 
Represented in Principal Cities 
Empire State Building, New York 1, N. Y. 


SARCO CANADA LTD, TORONTO 5. ONTARIO 
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Eversharp has the “write” answer... 


in dust control systems...it’s KIRK & BLUM! 


In the above photo, operators 
are buffing fountain pens already 
filled with ink. Note redesigned 
hoods which keep room clean 
and free from dust. 


Known as a manufacturer of precision writing in- 

struments Eversharp finds “clean air, the invisible 

tool,”” essential to efficient manufacturing opera- 

tions. On moving one of its plants to Middletown, 

Ohio, this concern called in KIRK & BLUM to mod- 

ernize and enlarge the dust control system. 

Among other changes, hoods on the buffing ma- 

chine shown here were redesigned. Former bottom 

connections were used as traps and new connec- 

tions were added at the top of the hoods. Note the 

compactness of hood arrangement and streamline 

suction piping in the limited space available. 

Write for free catalog, “Fan Systems for Various On the roof of the Eversharp plant, 
Industries.” The Kirk & Blum Mfg. Co., 2816 Spring KIRK & BLUM relocated an old col- 


ae ‘ ; lector for greater efficiency and in- 
Grove Ave., Cincinnati 25, Ohio. etialiedh Git mes alliinae: 





FOR CLEAN AIR . TOOL 


cae KORK-Blum DUST CONTROL SYSTEMS 
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UNIFORM PAINTING 
HOUR-AFTER-HOUR 


Manufacturing costs drop, production increases when 
you put this Automatic DeVilbiss Spray Gun to work. 
Painting is more uniform and faster, and you get fewer 
rejects. DeVilbiss Automatic Guns never develop tired 
eyes and sagging muscles towards the shift’s end. 


The DeVilbiss AGA Automatic is the gun for production 
painting lines. It is faster-acting, more dependable. It’s 
specially designed to withstand the heavy demands of 
high production. It is easier to adjust and keep adjusted 
for perfect spray-painting, even under severe vibration. 


Practically any product made in production-line quanti- 








ties can be painted better, faster, cheaper with an auto- 
matic set-up. DeVilbiss engineers will be glad to work 
with you and your production men to design efficient 
automatic finishing systems which speed production 
and lower costs. Write today for information. 


THE DEVILBISS COMPANY - Toledo 1, Ohio 


Canadian Plant: WINDSOR, ONTARIO 





Spray Equipment Air Compressors Exhaust Systems Hose and Connections 





® 
Use QNORTONPabrasives sharpening stones 
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BEHR-MANNING 





Now you can polish contours with fewer 
operations and without wheel marks. And you 
can do an easier, superior buffing job after 
polishing — no wild grain marks to eat up 
production costs, labor and equipment time. 

This new way of contour polishing has been 


developed by Behr-Manning application engi- 


neers, utilizing fast-finishing, cool-cutting fiex- 
ible abrasive belts and special contact wheels. 

See this method demonstrated in your own 
plant on your own work. Take this first step 
to gain an immediate production advartage 


on contour polishing operations. 


BEHR-MANNING, Troy, New York 


BEHR-MANNING. 


I'd like to see a free demonstration of the new Behr- 


Manning contour polishing method 


$9<0) Gm 
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What Finishing Materials Da Y ou Waste? 


During the recent war, the manufacturer was plagued with a material 
supply condition best illustrated by the expressions: ‘“‘rationing”’, ns ithe 
“allocation”, ‘substitute’, and so on. In the period immediately following 
the war the material situation was reflected by such phrases as: “con- 
tinues to be short’, “gray market”, “not obtainable’, “production facilities 
insufficient”, and so on. The scarcity of materials and supplies during that 
period was responsible for a somewhat altered attitude concerning their value, 
and every effort was made to use supplies efficiently and salvage such materials 
as could be recovered. 

Certain manufacturers have made commendable efforts to conserve fin- 
ishing materials both to reduce their overall cost of operation, and in the 
interest of conserving our national resources. Several of the larger paint 
users have installed reprocessing units to salvage overspray paints, lacquers, 
and enamels. 

Suppliers of plating equipment have continually stressed the value 
of concentration rinse tanks to save valuable plating selutions, and 
have offered anode baskets to improve the degree of anode utilization. 
There are interesting possibilities involving the use of ion-exchange equip- 
ment for the recovery of certain metals from concentration rinse tanks, and 
the use of the salvaged products for solution makeup. 

It is standard practice to reclaim a good percentage of the overspray 
porcelain enamel collected from spray booths. 

One interesting and unexpected outcome of the present increased atten- 
tion being given to industrial waste treatment is the recovery of some of the 
waste products in another form for use elsewhere. The recovery of certain use- 
ful products from waste pickle liquor is an example. 

A critical survey of your finishing installation and process may bring 
to light several possibilities for recovery of finishing materials now being 
wasted, or lead to an investigation of more efficient finishing methods. In 
either case, such a survey will have been worth while. 
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By EZRA A. BLOUNT 


THE PLANT AND THE PEOPLE 


Manufacturing 
facilities for the 
64-year old enter- 
prise known as 
the Ed Friedrich 
Sales Corpora- 
tion are concentrated in a three-story 
concrete-and-steel plant located in 
San Antonio, Texas. In the 
large, modern plant to 
which a 30,000 square foot 
metal fabricating shop 
and 2 large warehouses 
were added recently, some 
600 employees’ produce 
Friedrich refrigerators for 
a national and internation- 
al market. 

The company has come 
a long way since the early 
days of commercial refri- 
geration (‘‘piece of ice in 
a packing box’’) when in 
1883, Ed Friedrich first be- 
gan manufacturing com- 
mercial refrigerators, con- 
structed of wood, difficult is 
to clean, and uncertain in 
their ability to preserve 
foods. Progress toward the modern re- 
frigerator with its perfected cooling 


many 
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Ed Friedrich, founder and 
chairman of the Board of 
Ed Friedrich Sales Corpo- 
ration, reads one of the 
congratulatory 
messages he received on 
89th birthday, last 
February. 


and air conditioning units, its conven- 
ient arrangement and gleaming, endur- 
ing porcelain enameled surfaces, has 
been marked by many developments. 

Improvements in which the Fried- 
rich organization pioneered or to 
which it contributed include: develop- 
ment of refrigerators utilizing mech- 
anical refrigerating units; 
development, in coopera- 
tion with motor manufac- 
turers, of more compact 
and efficient compressors; 
adoption of improved con- 
struction into which was 
incorporated sound appli- 
cation of insulation princi- 
ples; replacement of wood 
with porcelain enameled 
metal panels; application 
of air conditioning plus re- 
frigeration to meat pre- 
servation in designing and 
perfecting the patented 
“Floating Air’ system of 
refrigeration. 

The company which he 
founded 67 years ago in 
San Antonio, still headed 
by Ed Friedrich as chairman of the 
board, who, although nearly 90 
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years of age, maintains an ac- 
tive interest in the enterprise and 
visits the plant every day to check 
progress made on new developments 
and plant improvements. Much of the 
work of the active management of the 
plant has now been delegated to 
Richard H. Friedrich, president, and 
George E. Friedrich, vice president, 
sons of the founder. 

The production part of the organi- 
zation is headed by Stuart Bergman 
as production manager. Mr. Bergman 
is also plant safety engineer and 
managing director of the ‘Friedrich 
Floating Air News,” the monthly pub- 
lication containing news about em- 
ployees and company activities. Paul 
Brinkoeter, a veteran of 30 years’ ser- 
vice with the company, is plant super- 
intendent. Foremen concerned with 
finishing operations include Joe C. 
Brown, plating foreman, and Willie 
Wilks, porcelain enameling foreman. 

Employee service records attest to 
the fact that Friedrich’s is a good 
place to work. There are a number of 
30-year men, 25-year men, and a larg- 
er number of employees with shorter 
service records among the 600 em- 
ployees. Interest in the company and 
its products is stimulated by a number 
of management policies, among them 
an idea contest for improvement in de- 
sign of the products, a suggestion pro- 
gram with appropriate awards for all 
good ideas, and awards of jeweled 
badges bearing the Friedrich insignia 
in recognition of long service. Badges 


differ in the kind and number of 
jewels; the three-year service badge 
has a ruby in the center; the thirty- 
year badge contains five diamonds 
plus a large solitaire diamond on the 
face of the insignia. 


Regarding personnel policies, it is 
interesting to note that two nearly- 
blind persons are employed. One is a 
press brake operator and the other is 
a drill press operator. Mr. Bergman 
advises that these two employees are 
the most careful and safety-conscious 
men in the plant, and further states 
that both do creditable jobs. 


THE PRODUCTS 


Friedrich builds refrigerators for all 
commercial needs. They are built for 
grocers, butchers, bartenders, florists 
and bakers. 


Probably the most widely used com- 
mercial refrigerator is the open, self- 
service refrigerator, designated as the 
Friedrich OPENVIEW Model OC10R 
(No. 3 on page illustrating several 
models). 

Meat, cheese and other perishables 
are placed in this case, which is refri- 
gerated by a patented air conditioning 
system, FloatingAir. The cold air is 
chilled by coils in the bottom of the 
case, out of the display and storage 
area, then gently floated to the top of 
the case and continuously circulated. 


These open cases come in 12, 10 and 


Fig. 1 — Fabrication of sheet metal 
components begins with the transfer 
of metal sheets from the neatly ar- 
ranged storage area, the edge of 
which may be seen at the extreme 
right of this illustration, to the Cin- 
cinnati Shears shown in the fore- 
ground, and continues on through 
the well-lighted sheet metal depart- 
ment in direct, logical, straight- 
through process flow. 














8-foot lengths. There are multiple 
shelf and multiple deck models to in- 
crease display space when floor space 
is limited. Friedrich pioneered in 
bringing out a 3-decker model, refri- 
gerated on all three shelves. 

Beneath the display area of the re- 
frigerator on some of the models, are 
storage areas, with foot operated 
doors. 

The ends of the open display cases 
are removable so that the cases may 
be lined up for continuous display. 

The self service case is designed for 
mass selling. Open at the top, all the 
customer has to do is reach in and 
pick out what is wanted. Mirrors over 
the display increase the apparent size 
of the display area and hidden light- 
ing by COOLITE brings out the color 
and sparkle of the display. 

Shown as No. 2 on the second page 
of the article is Model OB8R 2-Decker 
Dairy Case. As in other OPENVIEW 
Speed-Line cases, the ends are remov- 
able for continuous lineup. No. 4 illus- 
trates the Model OA8R Dairy Case. 
The triple Thermopane glass front 
keeps heat out and reduces fogging so 
that the merchandise is always in 
view. 

In the development of the OPEN- 
VIEW Frozen Food Case 
(Model OF8R shown as No. 
1) there was the technical — 
problem of keeping the food ¥ 


at below freezing tempera- _ 
. . * 
tures in an open case without A ee ig 
ane a 





accumulating excessive frost. 
Friedrich met the challenge 
by perfecting the NOFROST 
valve, an exclusive Friedrich 


Fig. 2—Sheared metal parts are fab- 
ricated by a series of punching, 
bending, or forming operations, such 
as the forming operation carried out 
on the Chicago Press Brake, here 
illustrated 


‘on 
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feature. Whereas the frozen food 
case was plagued with the formation 
of frost from moisture, the fruit and 
vegetable cases, (as Model OV11R, de- 
signated as No. 5) must maintain a 
certain amount of moisture, lest the 
vegetables dry out and lose their 
freshness. Friedrich FloatingAir cases 
are designed with this in mind. The 
air is purified and humidified before 
it is floated over the vegetables. 

For fruits and vegetables that 
should not be, or have no need to be 
refrigerated, as potatoes, bananas, 
and cocoanuts, Friedrich has a non- 
refrigerated Fruit and Vegetable Case 
which may be lined up with the refri- 
gerated cases for continuous display. 

The standby of the meat merchan- 
diser is the Linevue Display refrigera- 
tor. A similar case is designed for the 
exclusive display of fish and poultry, 
with a glass separating partition. 

Large walk-in coolers for meat and 
food storage are also manufactured by 
Friedrich. Some of these storage cool- 
ers are double duty, with shelves for 
reach-in self-service. 

Bakers find a use for refrigerators 
in preparing dough for baking well in 
advance of actual baking time. By 
storing the dough in one of the four 
or five-door bakery refrigerators, bat- 

























ters and doughs for pies, pastries, 


cakes and cookies are kept perfectly 
until needed and, after baking, have 
improved color, flavor and texture 

besides staying fresh longer. Another 
feature of the bakery refrigerator isa 
cold water tap which bakers use to aid 


in producing a finer textured product. 

The beverage trade also finds Fried- 
rich refrigerators profitable. The dry 
bottle refrigerator will handle 26 cases 
in the 8-foot case, and 48 cases in the 
12-foot case. This dry bottle refrigera- 
tor has the advantage of keeping bot- 
tles neater for serving without rusting 
caps, or losing labels. 

For keg beer, there is a 2-keg direci- 
draw refrigerator. Beer is drawn di- 
rectly from the keg, while the keg is 
kept chilled in the base of the serving 
cabinet. 

Florists have come to recognize the 
advantage of displaying their wares 
under conditions which preserve their 
freshness. Friedrich has two models, 
the Display Front and Door Front. 

The Display Front has a solid glass 
(triple Thermopane) front, giving a 
clear unobstructed view of the con- 
tents, and doors on the sides. The Door 
Front has the doors on the front (with 
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Fig. 3—Pickle room operator lowers a basket of 

cleaned parts into an acid tank for etching and 

roughening the surface of the metal. Note water 

spray skimmer on rinse tank in center fore- 

ground, and wood roller used to drain baskets 

of ware on the concrete-and-brick acid tank in 
the right foreground. 


glass, however) which provides easier 
access to the case. 


FINISHING PROCESSES 


Porcelain Enameling 


Exterior and interior panels for 
Friedrich display cases, coolers, and 
other refrigerated units are fabricated 
from 16 and 20-gauge enameling iron 
in the sheet metal department, views 
of which are shown in Figs. 1 and 2. 
Fabrication is accomplished by a com- 
bination of shearing, punching, form- 
ing, and spot welding operations, after 
which the parts are transferred to the 
pickling room to be cleaned and pre- 
pared for the application of porcelain 
enamel. 

In the pickling room, views of which 
are shown in Figs. 3 and 4, panels are 
loaded in 12-foot-long Monel metal 
pickling baskets and_ processed 
through a series of cleaning and pickl- 
ing sclutions, operated in tanks 13 x 
3 x 4 feet deep of approximately 1150 
gallons capacity, designed to prepare 
the surface of the metal for porcelain 
enamel. The operations are as follows: 

1. Clean in one of two alkali cleaner 
tanks, each containing 8 oz./gal. Oak- 
ite 19, and held near boiling, for 15 to 
20 minutes. 

2. Rinse in cold running water tank 
equipped with spray skimmer on one 
end, and roller draining device (see 
Fig. 3). 

3. Pickle in one of two acid tanks, 
each containing 7 per cent sulfuric 
acid held at a temperature of 150 deg. 
F. with Fulton Sylphon controls. 
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Pickling time varies from 3 to 10 
minutes according to iron content of 
solution. When iron content reaches 5 
per cent, the solution is discarded. The 
two acid tanks (shown in Fig. 3) are 
constructed from a poured concrete 
shell and lined with pitch over which 
are laid two courses of acidproof 
bricks, properly cemented in place. 
Heating of all the tanks is accomplish- 
ed with steam conducted through 
heating coils of either wrought iron 
pipe (alkaline solutions) or Monel 
(acid solutions). 

4. Dip in slightly acidified hot water 
rinse (160 to 170 deg. F.) 

5. Immerse in a solution of 2 oz. 
gal. nickel sulfate, adjusted to a pH 
of 2.8 to 3.0 and held at 140 deg. F., 
for 10 to 15 minutes to form on the 
surface a nickel coating of approxi- 
mately 0.05 grams per square foot. 
This adherent nickel coating promotes 
bonding of the porcelain enamel (a 
form of glass) to the steel sheets. 


6. Neutralize in a solution of % oz. 
gal. sodium cyanide (background, 
Fig. 4). 

7. Neutralize in a hot 
solution containing 0.08 
oz./gal. borax and 0.21 
oz./gal. soda ash (fore- 
ground, Fig. 4). 

8. Dry in a brick, 
steam-coil-lined dryer 
fitted with fan for bot- 
tom exhaust (right 
foreground, Fig. 4). 





Fig. 4—Operating the remote- 
control electric hoist switch 
operator transfers basket of 
pickled ware from cyanide 
neutralizer to soda - borax 
neutralizing tank shown in 
the center foreground. In 
right foreground may be 
seen the brick, steam-coiled- 
lined drying pit where neu- 
tralized parts are dried be- 
fore being sent to the porce- 
lain enameling department. 





Cleaned and pickled panels for re- 
frigerators and display cases are 
transferred to the enameling plant 
proper where they are dipped in a 
water slurry of the ground coat or 
first enamel coat. This slurry is form- 
ed by grinding the enamel frit in 
water together with other necessary 
chemicals in huge ball mills until the 
fineness of the particles is such that 
only 6 to 10 per cent will be retained 
on a 200 mesh screen. This water 
slurry is adjusted by adding woter or 
water solutions of Epsom salts or 
sodium nitrite until the consistency is 
such that panels dipped in the mixture 
will pick up or retain a coating (after 
drying) of 35 or 40 grams of enamel 
per square foot of metal surface (total 
both sides). Figure 5 is a view of a 
ground coat dip tank, showing how 
large panels are suspended for drain- 
ing after dipping. While still wet, 


panels are placed on the pin-type con- 
veyor, shown in the left foreground of 
Fig. 5, and conveyed through a gas- 
fired dryer where the water in the 



































Fig. 6 — Ground coated and 
dried panels receive a spray 
coat of black enamel as they 
reach the discharge end of 
the drying conveyor. Panels 
to be finished in white enam- 
el proceed through the dryer 
without receiving the black 
enamel coating, 


enamel coating is eva- 

porated, leaving an ad- 

herent, firm, dry coat. 

Panels which are to be 

finished in black enamel 

are sprayed with a coat 

of blackapplied over the 

dry ground coat as the 

panels emerge from the 

dryer and while they 

are still on the pin con- 

veyor (see Fig. 6). The residual heat 
in the metal is sufficient to dry this 
black enamel coat. The panels are 
then fired for 5 to 6 minutes at 1560 
deg. F. in Ferro gas-fired muffle fur- 
naces to fuse the glass-like material to 
the steel and form a smooth, glossy 
coat over the entire surface. 
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if 
Panels to be finished in white enamel 
are dipped in ground coat, dried, fired, 
and then sprayed with a water slurry 
of white enamel, as shown in Fig. 7. 
Spray guns and auxiliary equipment 
used in this process are somewhat like 
corresponding spray equipment used 
to spray paint, as can be seen from 
the _ illustration. 
Sprayed panels 
are placed in 
wooden slat 
drying racks, 


Fig. 5 — Large refrig- 
erator panels are 
dipped by hand into 
the ground coat 
enamel dip tank 
shown in this illustra- 
tion, and then mount- 
ed as shown for prop- 
er draining of excess 
enamel from the 
parts. When draining 
is complete, panels 
are placed on the pin- 
type conveyor, shown 
in the left foreground, 
to be conveyed 
through a_ gas-fired 
dryer. 
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A-F Washing Machines binant 
Because They Are | 





ae 


The Superiority of 


A-F 


ENGINEERING 


WHEN a large gear and forging plant wanted the fastest, most 
economical and efficient method of cleaning transmission hous- 
ings and other metal parts, they decided upon A-F job-engineer- 
ed Washing Machines. Two machines in their battery of nine 
are shown above. 


Leading plants everywhere are using A-F Washing Ma- 
chines because each machine is engineered for a particular 
job! Many factors enter into the efficient performance of metal 
parts or products washing machines—the size and shape of the 
parts or products, kind of metal, sequence of cleaning or other 
operations involved. Because these factors vary widely, no one 
type of machine can do all these jobs adequately! 


You can be certain that an A-F job-engineered Washing 
Machine will handle your work efficiently. Don’t be satisfied 
with less! Write for a discussion of your metal parts or prod- 
ucts cleaning problems—today! 


THE ALVEY-FERGUSON COMPANY 


623 Disney Street 


Established 1901 Cincinnati 9, Ohio 


Offices or Representatives in Principal Cities—Coast to Coast 





CONVEYING EQUIPMENT 








“> Alvey- ‘Ferguson | ‘ 


WASHING MACHINES FOR INDUSTRY 
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dried in large room-type dryers, and 
brushed on the edges and around bolt 
holes so that neat borders of ground 
coat (blue-black) enamel will be re- 
vealed in such areas to form a pleas- 
ing contrast with the final white cover 
coat. After brushing, the panels are 
dusted to remove non-adherent enamel 
particles, and fired in gas-fired muffle 
furnaces, as shown in Fig. 8, at a tem- 
perature of 1520 deg. F. for 4 to 5 
minutes. The smooth, glossy, complet- 
ed panels are transferred to the final 
assembly department. 


Electroplating 


In the plating plant, views of which 
are shown in Figs. 9 to 13 inclusive, 
aluminum parts are anodized by the 
Alumilite process, steel frame parts 


Fig. 8 (right) — Panels coated 
with white enamel (as well as 
ground coated panels) are fired 
in gas-fired box-type muffle fur- 
naces to fuse the glass-like coat- 
ing to the enameling iron. Illus- 
tration shows a load of panels 
being placed in the furnace with 
the aid of the ‘speed fork’’ 
charging device shown in the 
foreground. 
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are z:n- plated and subjected to a sub- 
sequent ‘‘conversion” coating, copper 
parts are tin plated, and steel nuts, 
bolts, and similar parts are barrel 
plated with either zinc or cadmium for 
protection against corrosion. 

Refrigerator parts such as trim 
strips, kick plates, meat platters, cool- 
er doors, bottle box doors, handles, in- 
ner liners, and tracks, fabricated from 
sheet aluminum, are given a corrosion- 
resistant oxide coating by the Alumi- 
lite process. Some parts may be rack- 
ed for processing immediately upon 
receipt from the fabrication depart- 
ment; others are first degreased in a 
Blakeslee Type V degreaser and then 
racked. The anodizing process consists 
of successive treatments in a series of 
1000 gallon tanks as follows: 


Fig. 7 (left)—Ground coated and 
fired panels are sprayed with 
white enamel in spray booths 
and placed in slat-type transport 
racks for drying, brushing, and 
transporting to the furnaces for 
final firing of the white coat. 
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bere’ s how you benefit by om 
EXOLON RESEARCH ae 


¢ 


@ The uniform quality of abrasive grain 
offered by Exolon today is the result of years 
of research . . . research that is constantly im- 
proving the durability, adhesion, shape, and 
cutting strength of EXOLON (aluminum 
oxide) and CARBOLON (silicon carbide) 
abrasives. 

Experimentation with new abrasive pro- 
cessing methods . . . a consistent check-up 


on current production . .. these are impor- 
tant functions of the Exolon Laboratory 
which assures you top performance from 
all abrasives which you purchase under the 
EXOLON name. 


razr EAOLON 


COMPANY 


943 East Niagara Street, Tonawanda, New York 


Manufacturers of SILICON CARBIDE and ALUMINUM OXIDE ABRASIVES 
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1. Clean and etch (see Fig. 9) ina 
10-10.5 oz./gal. solution of Oakite 30 
for 1-1.5 minutes. The solution is air 
agitated and held at a temperature of 
160-180 deg. F. with the aid of a Ful- 
ton Sylphon temperature regulator. 

2. Anodize (reverse current) for 30 
minutes in 18 per cent sulfuric acid at 
16-18 volts and 12 to 13 amp./sq. ft. 
current density. The solution is air 
agitated and held at 68 to 72 deg. F. by 
circulating refrigerant through lead 
cooling coils in the tank. The anodiz- 
ing tank is wood, lead-lined, fitted with 
a wood grill work for protection of the 
lead lining from mechanical damage. 

4. Rinse in a cold water spray rinse. 

5. Immerse in boiling water for 30 


Fig. 10 (right)h—A view 
of tin plating tank from 
which a load of tin- 
plated copper tubing has 
just been removed. Auto- 
matic temperature regu- 
lator can be seen in right 
foreground, and zinc plat- 
ing barrel in right back- 
ground. 
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minutes to seal or close pores of the 
anodic oxide coating. The water is 
maintained at a pH of 5.5 to 6.5 by the 
addition of sulfuric acid or caustic 
soda as required. 

6. Unrack and transfer to final as- 
sembly. 

Copper tubing and copper conden- 
sers, after being racked as shown in 
Fig. 10, are tin plated. Welding scale 
is first removed from condensers with 
aluminum oxide grit in a sandblast 
cabinet. The tin plating process is as 
follows: 

1. Clean in a solution of 10 to 12 oz. 
gal. Oakite 90 operated at 200-210 deg. 
F. in a steel tank. The work is soaked 
in the solution for 5 minutes, after 


Fig. 9 (left)—Operator low- 
ers a load of aluminum plat- 
ters into combined cleaning 
and metal etching solution 
which is the first step in the 
Alumilite anodizing process. 
Anodizing tank proper is in 
the center foreground, fitted 
with lead coils through 
which refrigerant is circu- 
lated to keep solution at 
proper temperature. 
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“ “AJ [Lb 
the Nw CHROMALOX 
If you use HEAT in any form in your CATALOG SQ 


plant—for processes or on production 

lines—it will more than pay you to send for 
this catalog. It’s packed with specifications 
for many types of CHROMALOX electric heat- 
ers for liquids, solids, air and other gases; 
also shows the new CHROMALOX all-metal 
Radiant Heater and a complete line of 
electric unit heaters. Catalog 50 includes 
valuable application and calculation data. 


EDWIN L. WIEGAND CO. 7552 THOMAS BOULEVARD PITTSBURGH 8, PA. 


, CHRO IMVNILO =o 
ELECTRIC HEAT FOR MODERN INDUSTRY 
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which reverse current is used for 1 
minute for electrocleaning. 

2. Rinse in hot water rinse 
flowing—operated at 160 deg. F. 

3. Dip for less than 14 minute in a 
cold solution of 30 per cent (by vol- 
ume) hydrochloric acid held in a rub- 
ber-lined steel tank further covered 
with a protective wood lining. 

4. Rinse in cold water. 

5. Tin plate (tubing 10 minutes; 
condensers 20 minutes) in a Du Pont 
sodium stannate plating solution made 
up and operated in a steel tank as fol- 
lows: 


over- 


Sodium stannate 16 oz./gal. 
Caustic soda ..2-3 oz./gal. 
Sodium acetate v0 wa wap sae. Cae meee. 
Hydrogen peroxide (100 vol.)..15 oz./gal. 

or sodium perborate js 0z./gal. 
Temperature 140-176 deg. F. 
Current density (cathode) 6-60 amp./sq.ft. 
Current density (anode). .5-25 amp./sq.ft. 


6. Rinse in cold running water. 
7. Rinse in boiling water. 
8. Unrack, transfer to assembly. 


Zine plating (see Figs. 11 and 12) 
of the steel framework parts for re- 
frigerators, as well as wire shelves, 
turbine wheels, bakery box slides, 
braces, brackets, air chutes, blower 
housings, and concealed lock parts, 
accounts for most of the production of 
the plating plant. The zinc plating pro- 
cess is as follows: 

1. Clean by sandblasting or de- 
greasing according to the type of con- 
taminant to be removed. 

2. Clean in Oakite 90 as described 
in the tin plating cycle. 

3. Rinse in hot water. 

4. Dip in 30 per cent (by volume) 
muriatic acid. 

5. Rinse in cold water. 

6. Remove smut from acid dipping 
or pickling operation in a solution of 
4 oz./gal. sodium cyanide and 2 oz. 
gal. caustic soda using reverse current 
at 4 volts for 1-5 minutes. 

7. Zine plate (Du Pont Durobrite) 
for 10-15 minutes in a solution com- 


Fig. 11—The progress of a load of zinc-plated parts through rinsing and bright dipping operations 
is observed by Joe C. Brown, plating plant foreman, shown at the left in this photograph. 
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New ta Freciston Barrel Finishing 


Sopersheen 


| MODEL DBO-I | MODEL DBO-I 





FOR A BETTER FINISH FASTER 
ON SMALL PRODUCTION RUNS 


The newest addition to America’s Most Versatile Line of 
Precision Barrel Finishing Equipment. Ideal for small 
shops, small production runs, experimental processing 
All welded steel construction. Sturdily built to take it! 
Easily loaded and mechanical unloading and separating 
mean lower operating costs. Removable watertight draw- 
ers with drain plugs eliminate need of drainage facili- 
ties. Safety hood and chain guard assures maximum 
safety. 


It's the last word in compactness, advanced precision 
barrel design. Write today to Dept. P-2 for full DBO-1 
details. 


ONLY $490.00 F.O.B. ALBERT LEA, MINN. 
PROMPT DELIVERY 


The SUPERSHEEN line consists 
ot (1) Advanced md Fi Preci- 
sion Deburring and inishing 
Barrels in sizes from 8" x 16" up 
to 60°° x 30°. (2) Automatic 
loading, unloading and separ- 
ating equipment (3) A vastly 
superior grinding and finishing 
medium in two grades and 


EAE ARIE REE RB 


The SUPERSHEEN Process can be 
applied to produce the precise re- 
sult in a wider range of work—from 
fast deburring to the gentle honing 
of stampings, castings, forgings and 
os parts ... even ieee 
micro tolerances are a must e 
Eight strategically located SUPER- “before and after” photo at left is 


SHEEN Engineering Clinics have unretouched. 
been established to provide you 


with quicker and better sample 
processing. These are YOUR clinics 
to use without obligation! If not YS, ES, 'S, PEI7 
convenient to visit the clinic near- 
est you, you may send parts for 


sample processing. Write today for DIVISION OF QUEEN STOVE WORKS, INC. 
peat srengemente. Factory and General Offices: Albert Lea, Minn. 





Fig. 12—A load of zinc plated parts, having received a 


“conversion coating,’ proceeds through 


the final rinses and dryer. 


posed and operated as follows; 
Zinc cyanide 8-12 oz./gal. 
Sodium cyanide ........... 5.6-8.4 oz./gal. 
Caustic soda 10.4-16 oz./gal. 
RH 309 brightener , oz./gal. 
RH 774 anti-fume agent ....1/30 oz./gal. 
Current density 
Temperature ; e. 
(% lb. RH-309 added daily to maintain 
brightness of deposit) 

This solution is operated in a 1000- 


gallon steel tank as is the cleaner solu- 
tion; all other tanks mentioned are of 
800-gallon capacity. 

8. Rinse in cold water. 

9. Dip in % per cent nitric acid 
(bright dip), operated cold in a steel, 
pitch-lined tank. 

10. Rinse in cold water. 

11. Rinse in boiling water. 

12. Dry in brick pit dryer, lined 
with steam coils, and fitted with an ex- 
haust fan to pull wet air down through 
the pit and out the bottom. 

Wire shelves, concealed lock parts, 
turbine wheels, and bakery box slides 
are zinc plated and then subjected to 
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a Unichrome P 95 conversion coating 
for increased resistance to corrosion. 
Such parts are taken directly from the 
cold water rinse (step 10 in the pre- 
ceding paragraph) and processed as 
follows: 

1. Dip for 15 seconds in Unichrome 
P 95 solution operated at 90 deg. F. 
and air agitated. The 800-gallon solu- 
tion contains 117 gallons of P 95 and is 
used in a tank constructed of concrete, 
7 inches thick, lined with pitch, and 
further lined with a 4-inch course of 
acid-resisting brick. 

2. Rinse in cold water—air agitated. 

3. (Wire shelves only) Dip for 20- 
30 seconds in a 4 oz./gal. solution of 
sodium carbonate held at 120 deg. F. 
This treatment leaches out the dark 
color produced on the surface of the 
zinc plated item by the conversion 
coating, and produces a bright me- 
tallic surface finish. Leaving the work 
in the sodium carbonate longer than 
30 seconds reduces the corrosion re- 
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(PERE 


MEMO On a potion way to auntie 
“=m / chrome plating solutions 


With this “outside heater’ setup 
you can put all the advantages of 
the new Durco heat exchanger to 
work for you: 


1. CORROSION RESISTANCE — 
Made of Duriron. Completely re- 
Sistant to practically all plating 
solutions. Years of successful ap- 
plication throughout the plating 
industry. 


2. NO DILUTION of solution. 


3. EXCEPTIONALLY HIGH K 
VALUES obtained by a design that 
fully utilizes the pressure drop to 
break down fluid film. 

4. COMPLETE FLEXIBILITY OF 
INSTALLATION. Can be installed 
horizontally, vertically, near ceil- 
ing, on next floor or in next room. 
5. NO PACKING AGAINST 
THE CORROSIVE SOLUTION. 
6. MAINTENANCE-May be 
opened for inspection or cleaning 


without emptying tanks or shut- 

ting down. A sketch of a typical chrome plating installa- 
Complete heat exchanger units tion showing use of Durco Heat Exchangers. 

including pump, pipe, fittings 

and valves mounted on sin- 

gle frame, are available. 


For details, send coupon. 



































THE DURIRON COMPANY, INC. 
DAYTON 1, OHIO 


Durco Adv. 83-GM 
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eee. are you 
only this far away from 
MORE APPLIANCE SALES? 


Sales preference for your appliances may be only a 
matter of 2/1000 of an inch of thickness—the 
beauty and lasting quality of the finish! Buyers today 
have learned to expect the punishment-resisting, 
white-for-life characteristics made possible by the 
newest developments in synthetic resin finishes. 


Kemclad* Appliance Finishes provide these quali- 
ties, accurately adapted to the needs of appliance 
manufacture. They reduce production difficulties (one 
user alone has applied over 86,000 gallons without 
technical or ht problems) .. . cut down 
rejects (greater hardness with flexibility enables 
minor defects to be rubbed or ‘“‘dinged’’ out after 
baking) ... reduce costs per unit (high solids con- 
tent with low viscosity makes finishing cost low 
for any given thickness of finish). Investigate— 
write The Sherwin-Williams Co., Industrial Division, 
Cleveland 1, Ohio. 

HOT GREASE? NO HARM DONE? *Trademark 


Even hot grease won't damage Kem- 
clad's gleaming white finish! 











a en cere ON EY Sey Te 


STAYS WHITE AND STAIN-FREE! 
Kemclad Finishes cren't affected by 
_ food acids, weak alkalies, alcohols or 
other common household chemicols. 











a 8 


& 


~ T& 


CLEANS EASILY . . . SAFELY! 
Kemclad’s smooth surfoce cleans 
easily with damp cloth, but withstands 


strong detergents safely. € 
sHerwin-wiuAmMs KERACLAD ¢e 


‘BU STRIA 


APPLIANCE FINISHES ae 
Kees f 


ANOTHER PRODUCT OF SHERWIN-WILLIAMS INDUSTRIAL RESEARCH 
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How to make ZASS' A4/W7 do MORE WORK / 


Soke 
3 RY 777774 
PAINTS 


Woy AS 
ae puR TELEPHONE 


Kem Lustral Enamels are stocked, ready- 
to-use, at your local Sherwin-Williams 
branch store, in 31 standard colors, 
plus black and white. You'll find other 
Industrial Finishes stocked 

there, too: 


e LUSTRAL ENAMELS 
e OPEX LACQUERS 


e KEM ARTMETAL 
(WRINKLE) FINISHES 
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You'll find a quick, handy, moneysaving answer 
to an amazing variety of production and mainte- 
nance problems in this all-round, top-quality 
Industrial Enamel! 

Quick, because Kem Lustral Synthetic Enamels 
are as handy as your phone—stocked, ready-to- 
use, at your local Sherwin-Williams branch store. 

Handy, because you can use them almost any- 
where for anything— product finishing or mainte- 
nance—inside or outside—air-dried or baked— 
brushed, sprayed or dipped. 

Moneysaving, because they provide the same 
high-quality pigments and vehicles of the best 
special finishes obtainable, but at less cost 
because of large-volume production and nation- 
wide distribution! 

Call your Sherwin-Williams branch store—get 
acquainted with them and with this flexible, 
quality coating! The Sherwin-Williams Co., 
Industrial Division, Cleveland 1, Ohio. 

Another product of Sherwin-Williams Industrial Research 


SHERWIN-WILLIAMS 
INDUSTRIAL FINISHES 
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Fig. 13—Regular plating solution analysis is 
necessary to the proper functioning of the plat- 
ing process. Joe C. Brown, plating foreman, 
performs the necessary chemical analysis in 
this laboratory which adjoins the plating plant. 


sistance of the finish. 
4. Rinse in cold running water. 
5. Rinse in hot water. 
6. Dry in brick pit dryer as pre- 
viously described. 
7. Dip in Unichrome clear B 132 
dipping lacquer. 
8. Bake at 250 deg. F. for 
20 minutes. 
Small parts such as bolts 
and nuts are zinc plated 
(after being cleaned and pick- 
led) in a 16 x 30-inch Hanson- 


Fig. 14— Refrigerator and display 
case back panels are spray-painted 
in spray booths such as the one 
here illustrated. Air-drying finishes 
are used for this operation. 
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Van Winkle-Munning hard rubber 
plating barrel operated in a 200-gal- 
lon tank. The plating solution and op- 
erating conditions are as follows: 
Zine cyanide 12 oz./gal. 
OCUIMATOYRNIGE 2.2.2.5 ccse eee 8.4 oz./gal. 
Caustic soda ./gal. 
Durobrite brightener z./gal. 
RH 774 ./gal. 
Current density ....Maximum obtainable 
Temperature 

Voltage 

Power for the zinc plating barrel, 
which may be seen in the left back- 
ground of Fig. 11, is supplied by a 
Westinghouse 12-24 volt, 300 ampere 
rectifier connected directly to the bar- 
rel. A normal load of 75 to 150 pounds 
of small parts is plated in the barrel in 
20-30 minutes. 

Small parts on which cadmium is 
specified as the surface finish are 
plated in a 14 x 24-inch plastic plating 
barrel operated in a 150-gallon tank 
(left foreground, Fig. 11). The plat- 
ing solution contains 4 oz./gal. of 
Cadux No. 1 salts (Hanson-Van 
Winkle-Munning Company) and 12 


oz./gal. sodium cyanide in addition to 
a small amount of Cadux brightener. A 
satisfactory deposit is secured in 30 
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..for finishing metal products 


So ae 


The new member of the M & W family is growing by leaps and bounds. 

More and more manufacturers— volume users—are getting to know and rely 
on the new M&W CODUR Gloss White Baking Enamel KY-821 to meet 
their requirements in most baking schedules. 

From every gallon they are getting excellent “mileage” on Metal Furniture, 
Kitchen Cabinets, Fluorescent Fixture Reflectors, Electrical Appliances, etc. 

What’s more you can count on high reflectivity and good hiding qualities 
in CODUR KY.-821. You will find the surface is relatively unaffected by usual 
household chemicals and cleaners. Applied by either spray or dip method, this 
finish is sufficiently flexible to withstand shock from sharp blows, and is hard 
enough to resist severe abrasive action. 

Low Prices on this Top Quality enamel result from volume sales. Ask your 
M & W Sales Engineer about this New Baby or write the division nearest you. 





PIONEERS 
IN PROTECTION 


\ M&awoe/ ...cehere indushy gow tlh finishing problems 


‘ \ 876 A ee 
MAAS \°/ & WALDSTEIN COMPANY cnvirsc 
Pacific Coast Division: SMITH-DAVIS CO., 10751 Venice Boulevard, Los Angeles 34 


Boston 15, Moss, * Chicago 12, tH. © «Les Angeles 34, Calif. 
MANUFACTURERS orf 'ndodousTtrRmtieat rFErNne SHES 
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minutes’ plating time. The usual clean- 
ing and rinsing procedures are used. 

Power is supplied to the tin plating 
tank, the electrocleaner tank, and the 
cadmium plating barrel from a 3000 
ampere, 6 volt H-VW-M d.c. generator. 
A duplicate of this generator supplies 
power to the 1000-gallon zinc plating 
tank alone. A 40 volt, 2500 ampere 
generator supplies power to the ano- 
dizing tank. 

As can be noted in Figs. 9, 11, and 
12, an overhead tramrail crane is used 
to transfer large loads of work from 
tank to tank as the parts move from 
step to step in the process down the 
full length of the plating plant. A % 
ton hoist, which may be seen in Fig. 
10, is used for transfering work from 
the tramrail to some of the processing 
tanks not located in the main produc- 
tion line. A number of 36-inch fans, 
mounted along one wall (see Fig. 12) 
pull air across the plating plant and 
exhaust it to the outside, carrying out 
at the same time any undesirable 
fumes that may be present. An inter- 
esting detail regarding the engineer- 
ing of this plating plant concerns the 
fact that the metal plating tanks are 
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set in glass blocks joined with an ap- 
propriate cement to eliminate stray 
currents and accompanying plating 
difficulties. 

Control of the various processes in 
the plating plant is assured by regular 
chemical analysis of the many solu- 
tions involved (see Fig. 13). Regular 
additions are made to keep the process 
operating at the peak of efficiency. 
Analysis plus observation also indi- 
cates when filtration, solution purifica- 
tion, or solution change is necessary. 
For example, to remove heavy metal 
impurities such as lead, copper, o! 
cadmium from the zinc plating solu- 
tion, it is necessary to treat the solu 
tion (every 2 weeks) by stirring in 20 
lb. of zinc dust and 7 lb. of sodium 
polysulfide dissolved in approximately 
15 gallons of water. After the solution 
has been stirred for two hours, it is 
allowed to settle overnight, after 
which the clear solution is filtered off 
through Filterbestos and activated 
carbon, and the sludge removed and 
discarded. The activated carbon re- 
moves organic impurities and com- 
pletes the job of preparing the zinc 
solution for further useful production. 

Filtration and 
other mainten- 
ance operations 
are carried out 
with other plating 
solutions as _ re- 
quired. 


Fig. 15—Each refrig- 
erator moves slowly 
down the line for 
completion, inspec- 
tion, then to final test- 
ing, crating, and 
shipping. 
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Klem-Kote cleans, conditions, rust-proofs, 

in one operation... . eliminates extra 
stages . . . saves time, material, heat, labor. Here’s a typical spray 
washer process, using Klem-Kote in ordinary steel equipment: 





7 Klem-Kote at 1% oz. per gal. water; 2 Rinse (Optional) 
@ temperature 170° to 180°F.; time, 1 minute. ——- ® Hot Rinse. 























Simple . . . but effective . . . with non-toxic, non-fuming Klem-Kote 
leaving a fine, iric'escent, crystalline, tightly-adherent, complex phosphate 
coating—a perfect paint bond! Eliminate complicated, costly, six-stage 
or inadequate three-stage systems you may now be using. Let Klem-Kote 
help you save, reduce rejects and improve the finish of your products. 


There is a Klem Field Service Engineer Klem-Kote is equally 


in your area. Write now for complete effective on steel, — 
information on how Klem-Kote can solve aluminum pena or 
your particular finishing problem quickly oo ae Shipped 
».. and economically. 


Pat, eee 


OFFICES IN PRINCIPAL CITIES 


14425 LANSON «+ DEARBORN, MICHIGAN 
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Paint Finishing Processes 

Back panels for display cases and 
other Friedrich products are fabricat- 
ed from Armco Paintgrip steel zinc- 
coated and phosphatized sheets, or 
from galvanized steel stock which is 
subsequently treated with Oakite 36 to 
increase the adherence of the paint 


film to be applied and afford improved 


corrosion resistance. Backs are not 
painted, however, until they have been 
joined to the cooler frame, as can be 
seen in Fig. 14, which shows a cooler 
frame sub-assembly in position in one 
of the paint spray booths. A coat of 
white primer is applied to the back 
sections, after which a coat of Briner 
Paint Company semi-gloss air-dry lac- 
quer is sprayed on and allowed to dry. 
In a similar manner shelf brackets, 
previously zinc plated and treated 
with the Unichrome conversion coat- 
ing, are sprayed with Sherwin-Wil- 
liams black air-dry lacquer. Compres- 
sors for the cooling units are painted, 
after assembly, with a spray coat of 
blue air-dry semi-gloss lacquer. 

Since wood framing is used on some 
units, it is also protected with a paint 
finish in the form of a dipped coat of 
Kilrot wood preservative. 

To prevent die and handling marks 
and scratches on stainless steel parts 
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Fig. 16—Stuart Berg- 
man, production man- 
ager, shown at right 
in this photograph, 
observes assembly 
operations being per- 
formed on large dis- 
play cases. 


& 
and some alumi- 
num parts, flat 
sheets of the 
metal stock are 
protected with a 
spray coat of 
“3M” Strippable 
Coating, a plastic 
material which 
dries to form a 
shock absorbent 
andabrasive- 
resistant film. The coating can be easi- 
ly peeled off the formed parts after 
fabrication and prior to spot welding 
or further finishing. 

Panels, parts, and sub-assemblies 
progress through the various finishing 
departments described above and 
proceed to the final assembly depart- 
ment to meet the many other materi- 
als and products which go to make up 
the complete cooler or display case. 
Figures 15 and 16 are views of sections 
of the assembly department where 
Friedrich products take final form 
prior to shipment to far distant points. 
The acceptance of these products in 
the commercial refrigeration field is 
such as to justify the pride of the 
Friedrich organization in the pains- 
taking craftsmanship and high grade 
materials used in their construction. 


When a car owner takes his automo- 
bile into a competent refinishing shop, the 
car is first “bumped out” and sanded. 
Then the refinisher sprays on a tough, 
protective undercoat, which inhibits rust 
or corrosion, and builds a uniform founda- 
tion. This is the same quality of under- 
coating which was applied to this auto- 
mobile when it was built. Over this, the 
final finish is applied. 
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For Producing Brushed or Satin Finish, » 
Removing Tool Marks, Flashes and Pits 


Stevens GREASELESS is a quality-controlled composition that 
can have an important future in your finishing plans. In its 
various grades, it is unsurpassed for producing satin, Butler or 
Colonial finishes on base metals or plated parts. It has long 
been a prime favorite for removing tool marks, flashes, pits 
and other surface imperfections. And that’s not all-when 
used on a flexible buff, it completely finishes irregular contours 


and recesses, quickly, easily, cleanly, free of grease. 


It was written for you 
Stevens Regular Greaseless is compounded in four grades C, M, F —Send for it Today 
and FF (Coarse, Medium, Fine and Finest) for use on wheel or 
buff in finishing base metals. Stevens “*BRUSH FINISH” grade is 


especially adapted for use on plated surfaces. 


Test any one or a number of these better grades of Greaseless — Catalog No. 27 
at our expense. If possible send us a sample of the work you MATERIALS and 
are doing or describe the finish desired as well as operating METHODS 
particulars. We'll gladly and promptly send you the one grade — it’s loaded 


of Stevens Greaseless that’s right for your job in money ways. with helpful 
production hints 





ace le 
«* $2 
LEADING MANUFACTURERS OF POLISHING, BUFFING, PLATING EQUIPMENT AND SUPPLIES 


FREDERIC B. Sevens. INCORPORATED —=METAL FINISHING 


DETROIT 16, MICHIGAN EQUIPMENT AND 
SUPPLIES DIVISION 


FREDERIC B. STEVENS OF CANADA, LTD. WINDSOR, TORONTO, ONTARIO 
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NEW LOWE BROTHERS 


Y. Lowe Brothers new Lacquer Finish overcomes the 
* many finishing problems that have long hindered 
plastic product manufacturers. It is the ideal finish 
for all kinds of plastic equipment. utensils and 
novelties where color and lasting attractiveness are 
desired. Remember—it matters not what you manu- 
facture. Lowe Brothers may have the scientific 
answers to your finishing requirements or problems. 


This advertisement is based on facts from 
the Lowe Brothers Case History Files. 
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LACQUER FINISH 
SOMOS Ft Vette 


| fitishisg preollens / 


When a large refrigerator manufacturer was 
recently faced with the difficulties of finishing 
a polystyrene humidifier door, counsel with a 
Lowe Brothers “Finishing Specialist” led to 
the development of a new product—Lowe 
Brothers Lacquer Finish—which solves all the 
old problems of finishing plastic products! 
The humidifier door required a finish that 
would adhere to polystyrene, yet, would not 
etch the surface—one that would stand up 
under conditions of constant humidity, resist 
foods, greases, juices and soaps. This Finish 
answers every requisite. Moreover, it can be 


made in any color; sprays on easily; dries in 


10 minutes (quicker still if foree dried) to a 
xood, smooth gloss. From every standpoint. 
new Lacquer Finish is both practical and eco- 
nomical in use! 

Development of this new finish provides a 
perfect example of the way manufacturers 
everywhere are benefiting by the services and 
suggestions of Lowe Brothers “Finishing Spe- 
cialists.” Their thorough knowledge of finish- 
ing methods and materials may lead to better 
finishing results for you. Why not talk it over? 
No cost or obligation. Write today. 





THE LOWE BROTHERS COMPANY e DAYTON 2, OHIO 


Stn Lowe Bro th ers 


Gog FINISHES FOR INDUSTRY 
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74 Study of 


Meat Kescotiug Fincshes 


By GEORGE BLACK 


LTHOUGH the majority of 
doctors still stick to their 
theory that baldness is he- 


reditary, a pretty good pro- 
portion of hairless finishing depart- 
ment heads can be traced directly to 
the words “heat resistant finish” speci- 
fied on a production order or an engi- 
neering blueprint. Until very recently, 
few people were concerned with just 
how much heat a heat resistant paint 
had to withstand, and it was not until 
repeated service breakdowns started 
dipping into profits that any real in- 
terest was generated. Even at this 
writing, with the world seeing its 
greatest production advances in the 
industrial finishing field, the finishing 
foreman has a difficulty in choosing 
the best (which means the most eco- 
nomical finish which will do the job 
satisfactorily) finish for a particular 
part. 

It has been the author’s experience 
that the finishing foreman is very 
often unaware of the atmospheric 
conditions, temperature’ variations 
and cycles, and other service situa- 
tions which the part must face. In 
light of this limited information and 
the negligible data available, the mag- 
nitude of his problem becomes all the 
more evident. 

It is the purpose of this article to 
discuss the work and findings of the 
Houston Paint and Varnish Production 
Club, as published in the “Official Di- 
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gest” of the Federation of Paint and 
Varnish Production Clubs. These re- 
ports are among the first to make 
public large scale comparison checks 
of heat resistant finishes under a va- 
variety of service-type conditions. Al- 
though they fall far short of perfec- 
tion and leave the foreman in about 
the same spot as he was before, they 
point in the right direction and may 
act as a stimulus toward the setting 
up of those much needed standards. 

Any report of this nature must set- 
tle at the outset certain specific prob- 
lems such as (1) the definition and 
limitations within which the study will 
be made, (2) the types of tests which 
will be used, and (3) the extent to 
which these tests will be carried out. 

Cognizant of this responsibility for 
outlining their study in advance, the 
Houston Club defined the term “heat 
resistant finish’ as meaning “any 
coating, organic or inorganic, which 
could be applied to properly condi- 
tioned metal surfaces by any of the 
methods common to the paint indus- 
try, such as brushing, spraying, dip- 
ping, and troweling. The coating 
should also possess the qualities of 
forming a film and of protecting the 
underlying metal surface from corro- 
sion.”’ This definition was limited to 
cover temperatures between 250 and 
800 deg. F., with the understanding 
that if any of the formulations tried 
successfully withstood the 800-degree 
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temperature, the test would be contin- 
ued until the point of failure was 
reached. 

The choice of the type of test was 
a bit more difficult. Study of the avail- 
able literature revealed that no satis- 
factory device for 
laboratory testing 
of resistance to 
high _ tempera- 
tures had been 
worked out. 
After experiment- 
ing with sand 
baths and various 
other methods 
and devices, the 
Club finally de- 
veloped a _ novel- 
looking standpipe 
type of apparatus, 
as shown in Fig. 
1, whichallows 
the operator to 
observe the man- 
ner in which each 
finish reacts to a 
gradual increase 
in temperature, 
and to compute 
the point at which 
each one becomes 
valueless as a pro- 
tective coating. 

The unit con- 
sists of two con- 
centric pipes hanging vertically. The 
inner pipe serves as a baffle to direct 
the flame against the outer member, 
and, after reaching the red heat stage, 
acts as a source of radiant heat which 
helps to increase the temperature of 
the outer pipe still further. Procedure 
for testing includes sandblasting the 
outer pipe and coating it longitudin- 
ally with strips of the finishes to be 
tested. After providing the proper air 
dry or bake for each of the finishes 
under test, the pipe is placed in posi- 
tion and a regular Fisher burner, ad- 
justed for a 4 to 6-inch blue cone, is 
placed directly beneath the pipes. In 


Fig. 1—Apparatus for 
observing finish reac- 
tion to gradual in- 
crease in temperature 
and ior computing 
point at which finish 
becomes valueless as 
a protective coating 
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the middle of the test run, distilled 
water is sprayed over each finish to 
determine the effect of rain. 

With the definition of what was 
going to be investigated clearly out- 
lined, and the test apparatus decided 
upon, the problem of “extent” had to 
be considered. It was decided by the 
Club to study the work of previous 
investigators; to evaluate present- 
day products and ideas; and, if neither 
of these revealed anything of value, to 
formulate their own finish having the 
desired qualifications to be used as a 
standard. 

In the Club’s study of available lit- 
erature, the conclusion was reached 
that up to the time of the last war, 
there were no satisfactory finishes for 
surfaces heated above 600 deg. F., and 
that the investigators concurred in 
stating that films composed of organic 
binders are valueless at temperatures 
between 600 and 800 deg. F.. under pro- 
ionged heating. Such being the case, it 
was decided to use the comparative 
rather than absolute method of eval- 
uating heat-resisting qualities, and it 
was felt that the ideal finish would be 
found outside the realm of carbon- 
organic type coatings. The Club 
agreed that no finish would be sub- 
jected to weathering tests unless it 
first demonstrated the ability to with- 
stand the heat requirements. 


In the search for the standard or 
control finish, a study was made of 
those paints meeting the following 
specifications: (1) Army-Navy Aero- 
nautical, AN-TT-E-501, Enam el- 
Heat Resisting, Glyceral Phthalate, 
Black; (2) Bureau of Ships 54 P22 
(INT) Paint, Inside, Semi-Gloss 
White; Fire Retardant: (3) Navy 52 
Vie Varnish, Asphalt; and (4) Federal 
TT-P-641 Primer; Paint; Zine Dust- 
Zine Oxide. 

None of the above coatings was 
found heat resistant at 800 deg. F. All 
of them disintegrated, burned off or 
flaked off the pipe stand at tempera- 
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tures between 500 and 600 deg. F. 
After many tests of a wide number of 
compositions, the standard was finally 
found. It consisted of an aluminum 
paint composed of 1 pound 10% 
ounces of Heat Resisting Aluminum 
Bronze Powder to a gallon of vehicle. 
The vehicle was made from Silicone 
Resin No. 801, reduced to 50 per cent 
non-volatile with xylol. Made in ready 
mixed form, this paint proved to have 
excellent stability and leafing even 
after a year’s storage. It remained in- 
tact at the 1,000 deg. F. position on 
the stand after more than 40 hours of 
heating and seemed unaffected by the 
water spray. 

From this point on the “study” con- 
sisted of testing approximately 50 con- 
ventional coatings, choosing those 
which met the standard for heat re- 
sistance, and then subjecting the 
chosen formulations to weathering 
tests. Of all the coatings tested, only 
four formulations successfully passed 


the heat tests. These are listed in 
Table I. 

The next step was the weather test- 
ing of these four coatings. Each coat- 
ing was applied to a 6 x 8-inch sand- 
blasted panel and dried for twenty four 
hours. After a series of 5 eight-hour 
heat cycles, the test panels were ex- 
posed on a test rack in Houston, 
Texas, at 45 degrees to the South. 

Of the four coatings, the one last 
listed in the table showed about a 
dozen small rust spots after 5 months 
of exposure. The others failed badly 
in a matter of weeks. It is difficult, cn 
the basis of this data, to say that any 
of the tested materials is satisfactory 
for conditions which combine heat and 
exposure. 

Among the questions which have to 
be studied are the effects of tempera- 
ture cycles, the effect of high heat 
cycles during exposure, the role play- 
ed by the condition and/or the mater- 
ial of the undersurface or base, and 








Newark (5) 





No. S.P. 13 
Way be applied over 
PAINT © LACQUER © VARNISH © SYNTHETICS © PLASTICS 


® This material having a neutral pH, 


will not affect color or any type of coating. 


Write for Information and Samples 


FIDELITY CHEMICAL PRODUCTS CORP. 
470 Frelinghuysen Avenue 


New Jersey 
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BLAKESLEE 


Has Pioneered and Developed 


METAL PARTS WASHERS 


The first metal parts washer 

was built by Blakeslee .. . an 

outstanding contribution to mass 

production methods. Today, 
Blakeslee metal parts washers are familiar throughout the auto- 
motive, aviation and countless other industries. 

Whether your finishing operation is enameling, lacquering, ma- 
chine plating or inspecting, you can depend on a Blakeslee washer. 
Blakeslee spray, power spray, spiral tumbling or the exclusive 
Niagara power paddle washing principles, provides a right cleaning 
method for every type of operation. 

Pickling machines, Quenchers and Solvent Vapor Degreasers are 
also manufactured by Blakeslee. Here you'll find everything you 
need to prepare your product for finishing. 


waned, Our experienced staff of practical 
engineers is ready to help you 
with your cleaning problems. 


BLACOSOLV 


DEGREASERS AND SOLVENT 


NIAGARA 


50, ILLINOIS 








CHICAGO 
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Table I—Formulations Successfully Passing Heat Tests 


FAILURE | 
TEMP. | 





TIME 


VEHICLE | PIGMENTATION 


30-40 Hours 
\30-40 Hours 


|Heat Resisting 
|Aluminum Powder 
Not Given 

iZinc Dust 

|Zinc Oxide 
|Graphite 

|Zinc Dust, Zinc 
|Oxide, Graphite 


(1) Silicone Resin 
No. 801 
(2) Proprietary Paint 
(3) Refined Linseed 
and Fish Oils Bodied 
Together 
(4) Silicone Resin 
No. 801 


1150° F. 
| 1150° F. 

| | 
| 


950° F. ites Hours 


950° F. 30-40 Hours 











Table II—Simplified Table for Specifying Finishes Meeting Required 
Temperature and Weather Conditions 





TRADE 
DESIGNATION 


TIME TO 
DESTRUCTION 


WEATHERING 
CHARACTERISTICS 


TEMPERATURE 


RANGE COST/GAL. 




















_—s 


Mine wee: 


Group: Designated by letters of the alphabet or Roman numerals, these demarcations 
should set oif predetermined ranges of serviceability. 

Temperature Range: 
Given in degrees Fahrenheit or Centigrade; it should indicate the maximum tempera- 
ture at which the material can be satisfactorily employed. The temperature range, 
closest to the maximum, which will afford the longest service life should also be 
included. 

Time to Destruction: 
Given in hours; it should indicate the maximum life which can be expected from service 
within the preferential temperature range. 

Weathering Characteristics: 
This information should include performance under exposure both at normal tempera- 
tures and under the recommended temperature range. 

Cost/Gal.: This item is self-explanatory. 

Trade Designation: 
This column should include the trade name of the product, as well as the name and 
location of the manufacturer. 


























so on. In addition, heat resistant finish- 
es should be divided into groups and a 
standard specification set up so that 
the finishing foreman can tell at a 
glance which finish will meet the tem- 
perature and weathering conditions 
required. A table such as that referred 
to as Table II would enable rapid de- 
termination and simplified finish speci- 
fication. 
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Radioactive Tracers Used To 


Study Plating Process 

BETTER understanding of the 

mechanism of electrodeposition 
in chromium plating has resulted from 
recent studies' by Fielding Ogburn 
and Abner Brenner of the National 
Bureau of Standards using radioactive 
tracer techniques. By tagging either 
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_INERA-RED 


in 3 minutes — 360 drums 
in 8 hours. 


Infra-red provides many advantages not 
present in other industrial heating 
methods. But, it takes equipment that is 
properly engineered to fully utilize 
these inherent advantages. Fostoria 
EVENRAY Systems are the most effi- 
cient Infra-red equipment — definitely 
proved by over 6,000 installations for 
paint baking, dry-off, degreasing, and 
preheating. You can save with 
EVENRAY. 


THE FOSTORIA PRESSED STEEL CORP. 


FOSTORIA, OHIO 
Oldest and Largest Manufacturers of 
Industrial Infra-red Ovens 


FOR BAKING e DRYING e 
PREHEATING e DEHYDRATING 


Trade Mark 
Reg. U. S. Pat OM. 
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Better equip t 


T= 


Af pa Yen Fr less! 


ee 


more profit from spray 
operations. Specify Black Arrow .. . famous for 


“HOLLOW AIR” Spray Guns 
“SEE YOUR JOBBER” 


Black Arrow  FIBR- 
GUN. The only “fin- 
ished" FLOCK gun on 
the morket. All three 
controls at rear of gun. 


Black Arrow  Pres- 
sure Outfits. Range 
from two to fifteen 
gallons. Complete in 
every detail. 


Black Arrow Gen- 
eral Utility Spray Gun. 
Lightweight, efficient 
—operates at mini- 
mum pressures with 
low air consumption. 


RS 
Black Arrow “HOL- 
LOW AIR" Spray Gun. 
The finest all-around, 
all-purpose gun in use 
today. Try it! 


ee 


Black Arrow €E x - 
haust Units. Range 
from 12” to 42” di- 
ameters — meet all 
Underwriters’ specifi- 
cations. 


Black Arrow Com- 
pressors. Ali sizes and 
models, portable and 
stationary—1/3 to 15 
HP, single and two 
stage. 


The Black Manufacturing Co. 
Parkton 75, Md. 


=> 
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the trivalent or the hexavalent chrom- 
ium ion in a chromic acid plating bath 
with radioactive chromium 51, it was 
conclusively shown that metallic 
chromium is deposited out of the bath 


| from the hexavalent state rather than 


from the trivalent state, as had pre- 
viously been suggested. In addition to 
solving a long-standing problem in 
electrochemistry, the Bureau’s work 
has demonstrated the utility of tracer 
methods as a tool for research on in- 
dustrial plating processes. 

For commercial chromium plating, 
the chromic acid bath, first reported in 
1856, is at present practically the 
only chromium plating solution in use. 
This bath is prepared by dissolving 
chromic acid anhydride (CrO,) and a 
little sulfuric acid in water. Initially, 
all of the chromium in the solution is 
in the hexavalent state; but when the 
plating current is applied, an excess 
of some trivalent chromium is formed 
by reduction of the hexavalent chro- 
mium at the cathode. This has led to 
investigations into the mechanism of 
the electrodeposition process to deter- 
mine whether the chromium is de- 
posited directly from the hexavalent 
state or through the trivalent form. 


|Several supporting arguments have 


been advanced by advocates of each 


| theory of chromium deposition, but 
| until now neither hypothesis had been 
/conclusively proved. 
| Bureau of Standards therefore under- 
'took to determine experimentally the 
,source of the electrodeposited chro- 


The National 


mium by use of radioactive tracers. 
Five chromic acid plating baths 
were prepared, and a small quantity 
of radioactive trivalent chromium was 
added to two of the baths as chromic 
chloride (CrCl) while hexavalent 
chromium was added to the other 
baths as radioactive chromic acid 
anhydride (CrO,,). Chromium deposit- 
ed from the first two baths was inac- 
tive. On the other hand, deposits from 
the baths in which the hexavalent 


‘chromium was tagged were found to 
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Announcing... 


A Complete Line 
of 
Spray, Dip and Brush 


PHOSPHATE COATING CHEMICALS 
for 
PAINT-BONDING 
RUST PROOFING 
and DRAWING 


Paint-Bonding *Granodine” zinc phosphate coating 


chemicals, applied by spraying, dipping, or brushing in a cold, medium, 





or hot process, improve paint adhesion on steel, iron and zine. 
“Lithoform” zinc phosphate coating chemical, applied by spraying, 
dipping, or brushing at room temperature, makes paint stick to galvanized 


iron, zinc and cadmium. 


Rust I roofing **Permadine zinc phosphate coating 


chemical, applied in an immersion process forms an oil-absorptive coating 





on iron and steel that bonds rust-inhibiting oils such as ““Graneleum.” 
*Thermoil-Granodine”™ manganese phosphate coating chemical, 
applied in an immersion process, forms a dense crystalline coating on iron 
and steel which, when oiled or painted inhibits corrosion and when oiled 


protects friction surfaces. 


Drawing **Granodraw” zinc phosphate coating chemical, 


used in an immersion process, facilitates the mechanical deformation of 
steel. 

Write for further information on any of these phosphate coating chemicals and 
processes and how they can be adapted to your production. 





Pioneering Research and Development Since 1914 


AMERICAN CHEMICAL PAINT COMPANY 
AMBLER, PA, — 


Monvfacturers of Metallurgical, Agricultural and Pharmaceutical Chemicals 
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be radioactive, and their activities 
were close to those of deposits from a 
bath containing active hexavalent 
chromium and no trivalent chromium. 
It was thus evident that the metal is 
deposited from the hexavalent rather 
than the trivalent state. 

The solution of radioactive chromic 
chloride was prepared from small pel- 
lets of chromium metal containing a 
minute quantity of chromium 51. The 
pellets were weighed and dissolved in 
hydrochloric acid. Excess acid was re- 
moved by evaporating to dryness, and 
water was added to the residue. 

Radioactive hexavalent chromium 
was prepared by adding hydrogen 
peroxide and sodium hydroxide or 
ammonium hydroxide to a portion of 
the solution of active trivalent chro- 
mium and heating the mixture on a 
steam bath. When all the chromium 
had been oxidized to chromate, the 
solution was evaporated to dryness to 
remove excess ammonium hydroxide 
and hydrogen peroxide. The residue 
was then dissolved in water. 


The deposit from the plating bath 
was made on brass tubes 1 inch in di- 
ameter and 10 inches long. Each tube 
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was supported vertically inside a cyl- 
indrical porous cell within a liter beak- 
er. The anode was a cylindrical sheet 
of lead that fitted the inside wall of 
the beaker. The porous cell served to 
prevent anodic oxidation of trivalent 
chromium during the electrolysis. 
Chromium was deposited at a current 
density of about 30 amp./sq. dm. (278 
amp./sq. ft.) for intervals of 5 to 7 
minutes, and the weight of the deposit 
was determined by weighing the cath- 
ode before and after plating. 
Chromium 51 is a soft gamma ray 
emitter with a half-life of about 26 
days. Its radioactivity in the solutions 
and the deposits was measured by 
means of a thin-walled glass gamma 
ray counter connected to a _ scal- 
er. At the end of the plating pro- 
cess the Geiger counter was placed 
within the brass-cylinder cathode and 
the activity of the deposit was counted 
for 30 minutes. The tube was then ro- 
tated through 180 degrees, and count- 
ing was continued for another 30 min- 
utes. A background count was also 
made with an unplated brass tube for 
the same period of one hour and was 
subtracted from the count for the 


Mrs. Lee Couch of the 
Bureau staff is shown 
placing a Geiger 
counter inside a tube 
upon which radioac- 
tive chromium 5] has 
been deposited. The 
counter and radioac- 
tive tube are kept 
within the radiation 
shield of lead bricks 
(right) while the 
amount of gamma ra- 
diation emitted by the 
deposit in a _ given 
time is recorded on 
the scaler (back- 
ground) attached to 
the counter. 
(Photo courtesy 
National Bureau of 
Standards, Washing- 
ton 25, D.C.) 
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VI | Our Plants Use Udylite Equipment 


wit yet oes 41 
wit wi AA: 


Says Russell, Burdsall & Ward Bolt & Nut Co. 


“It Gives Our Products Greater Customer Acceptance!’’ 


Every DAY alert manufacturers like Russell, Burdsall & Ward Bolt 
& Nut Co. are turning to Udylite plating equipment for fine finishes 
and dependable operatian 

They've found both Udylite automatic and barrel equipment give 
their products better, more uniform metal finishes at lower cost 


Udylite automatic equipment reduces direct labor costs, holds main- 
tenance to a minimum and requires less floor space per unit 


Udylite barrel equipment for cyanide and acid baths, is noted for 
rugged construction and low-cost operation 


Add up these advantages and you'll see why Udylite plating equip- 
ment is your best investment 


In addition, Udylite offers complete plating service before and after 
installation. If you are planning a new installation or if you face a 
plating problem with your present equipment it will pay you well 
to call in your Udylite Technical Man. He'll be glad to help you at 


Products of Russell, Burdsall & Ward Bolt & Nut Co any time without any obligation. Call him today or write to us direct. 


cadmium-plated by Udylite Barrel equipment at their 
Port Cheater, N. Y., plant. This firm also has plants 
in Pennsylvania, Illinois and California, all using 


Udylite equipment TH E 


ree Udy lite 


CORPORATION 


DETROIT 11, MICHIGAN 
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CLEANER! 


It costs more per pound, But it cleans better, 


goes farther, cleans more surface per pound 


of cleaner; it's an economical buy. 


Parco Cleaners are specially formulated to 
clean and condition metal surfaces to provide 
a better base for finishes. They're formulated 
to reduce cleaning time, operating tempera- 


tures, and amount of cleaner used. 


In the Parco Cleaner line there’s bound to be 
one that’s especially suited for your require- 
ments. A production test with the Parco 
Cleaner that fits your need will save you money 


on cleaning. Write today! 


Emulsion and Solvent Type—Fxcellent tor 
removing oil, grease and soil from metal 
surfaces. Spray and immersion types. 


Acid Type—W ant to remove rust and scale 
from iron and steel? Here are cleaners to 
do the job efficiently, economically. 


Alkaline Type—A wide range of light and 
heavy duty, spray and immersion types, 
for removing oil, grease and soil from 
metal surfaces 


2 


Bonderite, Parco, Parco Lubrite—Rege. U S. Pat. Of 


RUST PROOF COMPANY 
2172 E. Milwaukee Ave., 
Detroit 11, Michigan 


BONDERITE — Corrosion Resistant Paint Base - PARCO COMPOUND — Rust Resistant 
PARCO LUBRITE — Wear Resistant for Friction Surfaces 
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plated tube. 

Isotopic exchange frequently takes 
place between different valence states 
of the same metal. Had it occured in 
the Bureau’s investigation to any ap- 
preciable extent, it would have result- 
ed in the presence of sizable quantities 


|of both active trivalent and active 
| hexavalent chromium in the plating 


bath, regardless of which was added. 


| This would have made it impossible to 
| draw any valid conclusions from the 


experiment. It was therefore neces- 
sary, before performing the experi- 


| ment, to determine the extent to which 


isotopic exchange takes place _ be- 
tween trivalent chromium and chro- 
mic acid in the plating bath. 

A stock solution containing both tri- 


valent and hexavalent inactive chro- 


mium ions in fixed proportions was 


| divided into the parts. To one part, 
|active hexavalent chromium was add- 


ed as chromic acid; to the other, ac- 
tive trivalent chromium was added as 
chromium chloride. These solutions 
were kept at 50 deg. C. for one hour, 
and at intervals 5-ml. samples were 
taken from each solution. The hexava- 
lent and trivalent chromium in each 
sample were separated chemically, 
and the activity of each fraction was 
measured. The activities of the two 
fractions of each sample showed that 
at the end of an hour a small portion 
of the tracer had undergone an isoto- 
pic exchange, but not enough to inter- 
fere with the investigation. 


—National Bureau of Standards Technical 
Report 1399. 


1For more complete details, see ‘‘Experiments 
in chromium electrodeposition with radioactive 
chromium,’’ by Fielding Ogburn and Abner 
Brenner, J. Electro Chem. Soc. 96, 347 (1949). 


Titanium dioxide is one of the most re- 
cently introduced of the important white 
pigments used in the manufacture o! 
enamel and paint. Titanium takes its 
name from the Greek word, ‘Titanes’, 
which means “sons of earth”. 
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Said .-- "4 
STIFE, TOUGH, RUGGED! 


in the lap e 


sh engineers, 
bru aid brush for 


efficiency 


—-——_ You Can Depend on 





“Pittsburgh” to Solve Your Brush Problems 


WE have brushes of all types in the 
complete Pittsburgh line which 
should comply with your specific needs 
. whether you're in glass, steel or plas- 
tics . . . in paper, tires, shoes or automo- 
biles because there’s a Pittsburgh 
brush for every industrial use. 
But if you have special problems, our 
staff of skilled brush engineers will be glad 
to design and build any type of power- 


PITTSBURGH 


driven brush to meet your particular speci- 
fications. What’s more, they’ll do it 
quickly, efficiently and economically. 

For information about our stock power 
brushes, write or telephone PitrsBuRGH 
Piate Grass Company, Brush Division, 
Dept. W-6, 3221 Frederick Ave., Balti- 
more 29, Md. Or tell us what your problem 
is, and let one of our engineers work out 
a solution for you. There is no obligation. 








Fewer Univer. 


BRUSHES + PAINT +¢« GLASS + CHEMICALS + PLASTICS 


PITTSBURGH PLATE GLASS COMPANY 
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At right above: Bicycle parts 
emerging from the Mahon 
Dry-off Oven. The Mahon 
Five Stage Metal Cleaning 
and Rust Proofing Machine 
is visible at the left. Above: 
Mahon Flow Coating Ma- 
chine with enclosed drip 
zone and tunnel to Finish 
Baking Oven at extreme 
right. Both Flow Coating 
Machine and Baking Oven 
are located over head to 


permit use of manufactur- 
ing floor space below. 











SYSTEMS 
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e LACQUER 


* PAINT -. 


Bicycles too, get a FINER, more DURABLE Finish! 


The Complete Finishing System illustrated on these 
pages was planned, engineered, built and installed 
by Mahon for the Cleveland Welding Company, 
manufacturers of the famous Roadmaster Bicycle. 
The system was designed to produce the finest 
finish obtainable at lowest possible unit cost, and 
to occupy a minimum of floor space within the 
plant it provides continuous conveyorized 
processing from metal cleaning and rust proofing 
through dry-off, flow coating, and finish baking 
operations. The flow coating machine and baking 
oven are located over head to conserve manufac- 
turing floor space. This is another typical example 


T HE R. - 


HOME OFFICE and PLANT, Detroit 11, Mich. 


MA H O N 


of good planning and good engineering in modern 
production equipment designed to reduce costs and 


improve product finish. If you have a finishing prob- 
lem, or are contemplating new finishing equipment, 
remember that the Mahon organization has pio- 
neered development in his highly specialized field 


for thirty years. . broad experience in every indus- 
try where finishing constitutes a major production 
operation, plus constant research and experimenta- 
tion, has endowed Mahon engineers with a wealth 
of technical knowledge and practical know-how not 
available to you elsewhere. See Mahon’s Insert in 
Sweet's Mech. Ind. File, or write for Catalog A-649. 


c@e &P? &@ 


WESTERN SALES DIVISION, Chicago 4, Ill. 









Engineers and Manufacturers of Complete Finishing Systems—including Pickling Equipment, Metal Cleaning and Rust 
Proofing Equipment, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Systems, and Drying and Baking 
Ovens. Also, Core Ovens, Hydro-Foam Dust Collectors, and many other Units of Special Production Equipment. 











By VINCENT MATTACOTTI 


EFORE discussing conversion 
S coatings on zinc, it is well to 

review some of the character- 

istics of zinc deposits. In gen- 
eral, zinc is exposed to two types of 
service conditions; namely, outdoor 
exposure and exposure to condensed 
moisture. Typical examples of out- 
door exposure would be automobile 
nuts and bolts, or the framework of 
farm windmills. In outdoor exposure 
zinc weathers slowly, and the rate of 
attack wiil vary as does the nature of 
the atmosphere. In some industrial 
atmospheres attack will be accelerat- 
ed over the rate for a rural atmos- 
phere. Again, as well noted during the 
last war, the effect of tropical atmos- 
pheres far exceeds atmospheric effects 
commonly encountered in the Mid- 
west. Sometimes such tropical atmos- 
pheres actually approximate the con- 
ditions existing in laboratory humidi- 
ty chambers. Generally speaking, out- 
door weathering of zinc produces a 
thin gray film of corrosion products 
which does not thicken owing to its 
solubility in the acid moisture and 
consequent washing away. 

The second type of exposure, where 
condensed moisture is concerned, leads 
to severe corrosion and to the forma- 
tion of thick white films and also to 
a random type of attack which leads 
to early red rust formation. 

Since by nature zinc is one of our 
best anti-corrosion weapons, and since 
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its use is increasing, it is natural that 
much work has and is being done to 
improve its effectiveness and to de- 
crease its objectionable characteris- 
tics. The ideal zinc deposit would be 
one combining zinc’s ability to protect 
against red rust with a pleasing color 
and a durable surface film or films to 
retain the color; all of this to be at- 
tained economically and consistently. 
While we are not yet at this stage of 
perfection we do have processes for 
zine deposits which impart favorable 
characteristics enhancing the value of 
such deposits greatly over ordinary 
electro-zinc plate. To the films result- 
ing from these processes has been giv- 
en the name “conversion coatings”, 
meaning that the surface of the zinc 
has been changed chemically. In ap- 
pearance these films range from light 
iridescent colors to jet black, with no 
particular change in the brightness 
of the zinc deposit, to brilliant chrome- 
like films having little or no apparent 
iridescence. To put it another way, the 
first have no bright dipping action on 
the zinc deposits while the latter are 
really super bright dips which also 
leave a chemical film as an added 
function. 

Conversion coatings on zinc can be 
obtained by electrolytic (anodic) or 
chemical dip processes which convert 
a portion of the zinc surface to the 
oxide or chromate or to a mixture of 
chromium compounds. By varying 
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solution composition and conditions, 
both the thickness of the film and its 
color may be varied. The difference 
between the electrolytic coatings and 
the dip-type coatings is that the form- 
er are continuous with the underlying 
zinc whereas dip coatings are sepa- 
rated by a thin alkaline film from the 
zinc. 

Conversion coatings of the chemical] 
or dip type are classified as follows: 

1. Films produced by sodium di- 
chromate 

2. Chromic acid bright dips 
Yellow, clear, or black conversion 
coatings of the electrolytic type may 
be produced. 

Before discussing the methods used 
to produce these films, it is well to con- 
sider some of the factors leading to 
the choice of a film, how these films 
differ, and what results may be obtain- 
ed under varying service conditions. 

The sodium dichromate-produced 
film is highly colored, being a golden 
brown with an iridescent tone. Obvious- 
ly the use of this film is limited to 


those applications where the use of 
such a color does not meet sales resis- 
tance. It would not do, for example, 
as the finish for a refrigerator shelf 
even though it does have excellent 
corrosion resistance, because here eye 


appeal is a necessity. However, it 
could and has been used on automo- 
bile carburetor parts where the func- 
tional requirement was of primary im- 
portance. The chromic acid type 
bright dips produce a film of excellent 
corrosion resistance and at the same 
time increase the luster of the zinc 
considerably. By the use of bleaching 
treatments most of the iridescence 
can be removed, leaving a lightly iri- 
descent and brilliant surface which has 
eye appeal and corrosion resistance 
greater than ordinary zinc. If the 
slight iridescence is objectionable, it 
can be obliterated by applying a suit- 
able lacquer coating. A refrigerator 
shelf coated in this fashion has both the 
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Vincent Mattacotti 


INCENT MATTACOTTI has had 

an excellent background to fit 
him for his present position of vice 
president of the Milwaukee Plating 
Company. 

He is a graduate of Wesleyan 
University, Middletown, Connecti- 
cut, having been granted a B. A 
Degree in 1932 and an M. A. De- 
gree in 1934 with organic chemistry 
as his major interest. He joined the 
Hanson-Van Winkle-Munning Com- 
pany in 1934 as a control chemist 
and performed research work on 
zinc plating, which lead to a 
patent on a bright zinc solution. 
While associated with H-VW-M, Mr. 
Mattacotti performed fieid service 
work and process installation, work- 
ing from the Chicago H-VW-M 
office. 

In 1942 he joined C. G. Conn 
Limited, Elkhart, Indiana, as chief 
chemist and continued in that as- 
sociation until 1945, at which time 
he became associated with the 
Milwaukee firm. 

He is past president and a direc- 
tor of the Wisconsin Job Platers’ 
Association, a vice president of the 
Milwaukee Branch of the American 
Electroplaters’ Society, and served 
as Publicity Chairman for the 1949 
A.E.S. Convention held in Milwau- 
kee. He is a member of A.S.T.M. 
Sub-Committee 4 of Committee B8. 
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Arrow Lam 


LIKES 


LACQUER 


BEST 


... lacquer’s water-white trans- 
parency keeps bright the lus- 
tre of newly polished metal. 


Murray Drexler of Arrow 
Lamp Mfg. Co., and former 
President of the National Lamp 
& Shade Manufacturers Asso- 
ciation says: “Lacquer is the 
one finish that provides de- 
pendable protection for our 
lamps against all kinds of hos- 
tile elements ranging from trop- 
ical heat and salt sea air to 
sub-zero cold.” 


HERCULES POWDER COMPANY 


927 Market St., Wilmingto:: 99, Del. 


Ly 


HELPS YOU SELL 
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color and the corrosion resistance 
characteristics desired. 

The anodic process known as “Yel- 
low Anozinc” produces an iridescent 
film on the zinc without any appreci- 
able change in the luster of the de- 
posit. By subsequent bleaching, the 
film is made lighter in color, produc- 
ing the finish known as “Clear Ano- 
zinc.” The product can be used so 
finished, or covered with a lacquer 
coating. The combination of the “Clear 
Anozinc” with a lacquer coating pro- 
duces a finish quite similar in appear- 
ance to the zinc surface obtained by 
the ordinary nitric acid bright dip. 
However, in corrosion resistance the 
difference is marked. 

“Black Anozinc” is produced by 
anodic treatment of the zinc and, as 
the name implies, the film is black in 
color. This coating, while slightly less 
protective than yellow or clear anodic 
coatings, is still far superior to un- 
treated zinc coatings. By sealing the 
black coating, considerably better cor- 
rosion resistance may be had. 

Hence it may be observed that the 
proper choice of a film depends on the 
requirements established by service 
and appearance considerations. Now 
let us examine the properties of these 
films so as to arrive at a basis for se- 
lection. It is a characteristic of the 
film produced by sodium dichromate 
that it slowly releases its hexavalent 
chromium to water which comes in 
contact with it. It is this dissolved 
material which inhibits the subsequent 
corrosion of the zinc and ensures the 
protection of accidently bared areas. 
Experiments have shown that as long 
as the concentration of hexavalent 
chromium produced by the film is 
0.0001-0.0005 g./l. of water in contact 
with the film, no white corrosion salts 
should form. As an example: 

Untreated 

(to white corrosion) 
(to red rust) ‘ : : 

Sodium dichromate treated 


(to white corrosion) 


(to red rust) 998 days 
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This indicates the tremendous _in- 
crease in resistance to white corrosion 
brought about by the use of the sodi- 
um dichromate treatment. Besides 
hexavalent chromium, the film also 
contains insoluble trivalent chromium 
which is responsible mainly for the 
tremendous increase in resistance to 
red rust formation indicated by the 
figures above. The sodium dichromate- 
produced film will function best where 
stagnant water contact is to be ex- 
pected. Exposure to normal outdoor 
atmosphere where parts wet with 
rain, mist, dew, and so on, dry rela- 
tively rapidly, poses a different prob- 
lem. Here the chromate film cannot be 
considered as an adequate substitute 
for the proper thickness of zinc. In 
New York, for example, outdoor ex- 
posure tests showed no appreciable 
difference between ordinary zinc and 
dichromate-treated zinc. Where the 
hexavalent chromium content of the 
film is rapidly leached out, little pro- 


tection against white corrosion forma- 
tion can be expected. 

The films produced by the various 
chromic acid dips (proprietary) are 
adherent to the zinc base and are of 
course chromates similar to those pro- 
duced in the sodium dichromate pro- 
cess. One of the outstanding advan- 
tages of the chemical dips lies in their 
ability to produce a zinc surface pos- 
sessing very high luster, which adds 
greatly to the sales appeal of zinc and 
extends the field of application for zinc 
plating. These films, when properly 
prepared, have an iridescent appear- 
ance which may be bleached out by 
dipping in a dilute alkali at room tem- 
perature. If complete absence of iri- 
descence is required, the application 
of a suitable lacquer coating will pro- 
duce a finish with a clear chrome-like 
appearance. Dip coatings as formed 
improve corrosion resistance to the 
point that 75-100 hours’ salt spray re- 
sistance to white corrosion and from 








NOW! Tack Cloth in 
Handy Rolls or Cut Bulk 








Now you can get Tack Cloth packed the way it's easiest for you to 
use—either in 150 yard rolls of 36" wide cloth or in handy cartons—100 
or more Tack Cloths to the carton. 

No matter which way you buy it, you can be sure that every square 
inch will stay SOFT and TACKY until the very last bit is used up. 

The Cut Bulk size is 18'' x 36''"—folded to 4!/,"" x 18'' for easy handling. 


IN ROLLS 
Cut off any size piece 
and use as needed. 


All of our Tack Cloth is Spontaneous Combustion-Proof, Lint-Free and 
Wax-Free. It's clean and sanitary—fthere's no waste. 


Write today for complete information, prices and samples. 


BAUGHN CHEMICAL PRODUCTS CO. 


The Tacky Wiper Specialists 
7019 N. Ravenswood 


Chicago 26, Ill. 








CUT BULK 


Also Individually Packed in Glassine 
Envelopes—144 to the Carton 








Already cut and folded, 
ready to use. 
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— A WARRANTY OF SATISFACTION IN EVERY CARTON — 
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Richardson - Allen SELENIUM RECTIFIERS 
REDUCE PRODUCTION COSTS 


.... by replacing your old generator equipment 
with the new AC to DC power source described here. 


72” High pee 4000 AMPERE UNIT 
34” Wide fo! hte : 6, 9 or 12 Volts 
31” Deep 


CHECK THESE FEATURES! 


EFFICIENT at !/,, 34 and |/2 load as well as at full load. Draws only the power needed 
to plate the work in the tanks. 


NO STAND-BY LOSSES—When no work is in the tanks, no power is wasted as with 
rotating equipment, which must consume energy all the time. 


EASY TO INSTALL, easy to operate, saving in floor space. 


FOR ALL SHOPS—Sizes from 250 to 10,000 Amps. in one cabinet to operate from 220, 
380, 440 and 550 v. lines; 3-phase, 50/70 cycles. Models available also for 25 cycles. 





WRITE FOR INFORMATION or call for one of our Field Engineers 
to check your requirements and point out where your production 
costs may be reduced. No obligation whatever. 


RICHARDSON-ALLEN CORPORATION 


15 West 20th St., New York 11, N. Y. Cable Address: RIALRECT 
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200 hours’ upward resistance to red 
rusting may be expected. The use of 
lacquer films over the clear dip films 
increases resistance to white corro- 
sion (in humidity tests) to the range 
of from 600-1000 hours. Untreated 
zine generally fails at points under 48 
hours. 

The films produced by the anodic 
process are integral with the zinc sub- 
layer and, in the case of the yellow 
coating, contain some zinc oxide, zinc 
chromate with some soluble chro- 
mates. The appearance of the finished 
article is a yellow iridescent color 
which, by simple bleaching in a mild 
alkaline solution, can be converted to 
a clear coating. The latter coating has 
a silvery metallic luster, lightly irides- 
cent. Such coatings can be lacquered 
or waxed to produce a finish which is 
free from iridescence. These anodic 
coatings give zinc excellent protection 
against white corrosion as well as red 
rust. For example, in a standard salt 


PaLuit 


TRACE MARK 


PALLADIUM PLATING 
SOLUTION 


A white non-tarnishing finish similar to 
platinum and rhodium plating, but 
costing one-fifth as much. Used exten- 
sively in electronics to protect silver 
and other metals from tarnishing, in 
the optical industry, jewelry, etc. 


Lambros Precious Metals Corp. 
Precimet Laboratories 


65 FULTON ST., NEW YORK 7, N. Y. 


OTHER PRODUCTS: 


RHODITE—rhodium plating solution 
GOLDITE—sodium and potassium cyanide 
SILVITE—silver cyanide salts 

Gold, silver, platinum and palladium anodes 
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spray test, 0.00025 inch thickness of 
zine will show white corrosion in 1-10 
hours, whereas the yellow anodic coat- 
ing will withstand salt spray for 150- 
200 hours and the clear coating for 
130-180 hours. Both the chemical dip 
coatings and the clear anodic coating 
have found wide application in the re- 
frigerator shelf field. Here the use of 
these coatings with clear lacquers 
over them has made it possible to pro- 
duce a product having eye appeal as 
well as corrosion resistance. Untreat- 
ed zinc electroplate is not suitable as 
a final finish for shelves due primarily 
to its lack of resistance to the forma- 
tion of white corrosion products. 

Black anodic coatings as well as 
black dip coatings and other colored 
zinc coatings serve in specific applica- 
tions where increased corrosion re- 
sistance and a colored surface are re- 
quired. The resistance of these coat- 
ings to white corrosion formation is 
only slightly less than that of the 
bright dip coatings, and so much 
greater than that of the untreated 
zinc. 


The Sodium Dichromate Process 


Freshly plated zinc is dipped into a 
solution containing 26 oz./gal. sodium 
dichromate and 23-34 cc./gal. of sul- 
furic acid for approximately 10 
seconds. The work is removed and al- 
lowed to drain for not over 30 seconds 
and is then rinsed thoroughly in sev- 
eral cold rinses. The water is then re- 
moved, preferably by a cold blast of 
air. Zine plate which has been allowed 
to dry or which is dirty should be 
cleaned and given a 1 per cent nitric 
or sulfuric acid dip prior to treating 
in the dichromate solution. 

The concentration of dichromate is 
not critical and can range much lower 
or higher than indicated. Dragout 
considerations affect the choice of up- 
per concentration, and frequency of 
replenishment influences the use of 
lower concentrations. The concentra- 
tion of sulfuric acid is critical. If this 
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HERE'S ONE OVERHEAD 1 THAT 194 VED MONEY 


When this Jensen z 
coordinated finishing system 
WENT UP : 
production finishing costs 
CAME DOWN 


To this midwestern manufacturer, 
spraying and baking automotive parts 
on a continuous conveyor 191 ft. long, 
didn’t seem too difficult—until it was 
learned that only a 70 ft. x 10 ft. floor 
area was available to do the job. Typi- 
cal Jensen ingenuity and ‘‘know-how”’ 
gained through years of radiant heat- 
ing and conveying experience answered 
the problem with this Coordinated 
Finishing System. 

It consists of a specially designed 
endless conveyor which carries parts 
at predetermined speeds through an 
automatic spray booth, up to, and 
through a ceiling suspended ‘‘Dual 
Heat”’ infrared oven, then downward 
in a cooling cycle of multiple eleva- 
tions until parts are delivered at the 
point of loading and unloading ready 
for packing and shipping. 


(nem see 


cece EF 


J 


@ YOU TOO, CAN PROFIT by having Jen- 
sen plan and construct your finishing 
system. You get space-saving lay-out— 
efficient conveying coordinated with 
proper radiant heating equipment... . 
better, faster finishing at less cost! 





© DETROIT 28, MICHIGAN 


CHISCUI irc ccs, 


MANUFACTURERS OF ECONOMY-ENGINEERED RADIANT HEAT EQUIPMENT 
“DUAL HEAT” INFRARED OVENS ¢ CONVEYORS © PAINT DIP TANKS 
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is too low, the films form slowly and 
are thin and poorly protective. If the 
sulfuric acid is too high, the rate of 
zinc dissolution is too high and the 
film may be removed from the edges 
of the work. 

The time of immersion may vary 
from 5-60 seconds. Films produced 
during short immersion are thin and 
highly iridescent. As the time increas- 
es, the film becomes less iridescent 
and a continuous golden brown color 
develops. Too thick a film is objection- 
able because of its chalkiness. The 
heavier films give more protection but 
are less abrasion resistant and more 
difficult to dry. The optimum color is 
a golden brown with substantial iri- 
descence. 

Three possible conditions resulting 
in unsatisfactory films are suggested 
as follows: 

1. Improper bath temperature. Be- 
low 60 deg. F. there is practically no 
film formation. Between 60 and 70 


O[UMBIA 


For Electroplating 








Anodizing 





Electrocleaning 





Electropolishing 





COLUMBIA ELECTRIC MFG. CO. 


4535 HAMILTON AVE. 
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CLEVELAND 14, OHIO 


deg. F. the film formation is slow. 
Above 70 deg. F. the chemical reac- 
tion takes place at an increasingly 
rapid rate, producing chalky, poorly 
adherent films. 

2. Insufficient sulfuric acid. Since 
accurate control of the sulfuric acid 
content is difficult, additions are made 
to the bath as a result of observation 
of the films produced. To make a sul- 
furic acid addition, a small sample of 
the bath is removed and a small quan- 
tity of sulfuric acid is added. A zinc 
plated article is then tested and if the 
film is satisfactory, the same relative 
addition of sulfuric acid is made to the 
large bath. 

3. Interfering surface contamina- 
tions. If work to be treated has been 
allowed to remain in stock for several 
days, it will have acquired a surface 
film which will prevent the formation 
of a good conversion coating. Prior to 
processing, the work must be cleaned 
in a mild alkali or dipped in a weak 


There’s a Columbia M-G Set 
available for your needs, 
whether you have a small plat- 
ing bath or a large continuous 
strip plating line. Capacities up 
to 20,000 Amperes; 6 Volts and 
up. Dependable, performance 
proved, for many years. Your 
inquiries solicited. 





"Write for 
Catalog PF-700 
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in BURNISHING MATERIALS 


ABBOTT BURNISHING BALLS 


Diameters from %, to %”. Used to 
produce the smooth lustrous finish on 
flat surfaces. Parts with odd shapes, 
contours and sharp crevices as well as 
flat surfaces might require the mix- 
ture of one or more of the Abbott 
Materials with the balls to obtain ef- 
ficient results. Send a few samples of 
your parts for our complete finishing 
analysis . . . there’s no obligation. 


Each has its job to do — balls, pins, cones, oval- 
balls, diagonals — each in reality is a burnish- 
ing tool scientifically designed to make effective 
contact on any size and shape of metal stamp- 
ing or casting. Abbott Materials are not rejects 
or “cast-offs”. They are made from high quality 
Abbott bearing ball steel, deep hardened, clean 
and polished to a mirrorlike glass hard finish. 
Abbott Materials give remarkable results — the 
results you must have to meet today’s cost 
requirements . . . Try Abbott! 

Catalog gladly 

sent. Abbott Burn- 

ishing Materials 

& Bearing Ball 

data, charts, etc. 


THE ABBOTT BALL COMPANY 
1064 New Britain Ave., Hartford 10, Conn. 
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For Solution Clarification 
Use an 


INDUSTRIAL 


ee. 


and Large 


The flow rate of an Capacities 
INDUSTRIAL filter is 

based on the actual 

solution involved. You know the capacity 
you get. Furthermore, the labor, down 
time, and the inconveniences of cleaning, 
replacing the filter media, and reassembling 
the filter for every filtering cycle — all are 
eliminated by the Industrial Air-Wash 
Cleaning Method available for all models. 
It is necessary to remove the cover only 
when new filter cloths are installed. With 
Industrial filters, a clarified solution is al- 
ways assured. 

The engineering, design, and construc- 
tion of Industrial Filters have proved out 
in long service and low maintenance costs. 
Industrial has the experience and is large 
enough to handle your filter requirements. 
Since 1927 filters and filtration systems 
have been an important part of our busi- 
ness. 

Write for full recommendations 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


1625 West Carroll Ave., Chicago 12, Illinois 
eoeeeeeceeceeseeceeeee eee 
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acid to activate the surface. If, while 
it remained in storage, the work was 
contaminated with grease or oil or 
other miscellaneous shop dirt, special 
cleaning operations are required prior 
to the conversion treatment. 

After treating, the work may be al- 
lowed to drain for a period not to ex- 
ceed 30 seconds to minimize dragout 
losses. The treating solution should 
not be allowed to dry on the work. The 
work should be rinsed, preferably in 
two running water rinses, so that the 
last rinse water draining from the 
work is clear and free from yellow 
color. This is important since the 
quality of the work will suffer if the 
treating solution is not completely re- 
moved by rinsing. Hot water rinsing 
should not be used to dry the surface 
film. Treated parts may be dried by 
a blast of cool air, or by whirling in 
a centrifuge. Work has been dried 
satisfactorily in a tunnel or duct 
through which cool air passes at 25-35 
feet per second. The use of elevated 
temperatures, such as 350 deg. F. for 
drying, results in hard, adherent films 
which will not protect the zinc against 
formation of white corrosion products 
in contact with moisture. 

The film obtained when drying by 
cool air blasting is fairly resistant to 
abrasion but improves greatly on age- 
ing for 24-48 hours. 

Nature of the Film 

The film produced by the sodium di- 
chromate treatment is the product of 
the reaction of zinc with the solution 
and appears to proceed as follows. 
Zinc is oxidized into solution and the 
hexavalent chromium adjacent to the 
zinc is reduced to trivalent chromium. 
Simultaneously the sulfuric acid at- 
tacks the zinc, raising the pH of the 
film next to the work. At some critical 
pH the trivalent chromium and some 
hexavalent chromium arc precipitated 
on the surface as a basic chromate. 
Both sulfuric acid and the hexavalent 
chromium in the solution are consum- 
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CUT FASTER, LAST LONGER 


K orp-care Polishing Wheel 
Cement, laboratory-controlled 
through every step of production, 
will arrive at your plant ready for 
use! Viscosity is constant, regardless 
of normal temperature variations and 
the cement can be applied directly 
from the container . . . without mix- 
ing or heating. Kold-Grip is clean, 
odorless and very easy to handle. 
Coarse or fine-grain abrasives set up 
right for fast cutting efficiency. Sub- 
stantial savings are effected through 
longer over-all wheel life, fewer set- 
ups and reduced wheel inventory. 
Wheels dry rapidly, are unaffected 
by humidity changes, and may be 
stored in any convenient plant area. 
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OLD-GRIP 


POLISHING WHEEL CEMENT 


ng Coe 


nee 
cena 


*« 


Let our polishing engineer demon- 
strate Kold-Grip for you, or send for 
free sample, telling us the metal to 
be polished, grain sizes to be used, 
and drying facilities available. We 
can help you if we hear from you. 


/ CHEMICAL COMPANY 
#/ 8074 Military 
Detroit 4, Mich. 
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ed. There is a considerable excess of 
hexavalent chromium but the sulfuric 
acid is present in very small amounts; 
therefore, additions of sulfuric acid 
are required to maintain the solution. 
As the sulfuric acid is consumed, the 
films become pale and lack color. The 
film characteristics can be maintained 
by frequent but small additions of sul- 
furic acid as determined by visual ob- 
servation. 

In operating the process, glass, 
earthenware, Koroseal-lined, or low 
carbon steel tanks may be used. The 
work should be processed with a mini- 
mum of agitation, since agitation in- 
creases the attack on the zinc and re- 
sults in thinner films. Work should be 
racked, although small parts can be 
treated in bulk if care is exercised so 
as not to abrade the wet film. Faulty 
work may be stripped in a boiling 
solution of sulfate-free chromic acid 
(200 g./1.) or in hydrochloric acid. 

The color of the film depends not 





(A 
Mes 
WRL0 

BLING 
RRELS 


IN DEBURRING AND 
POLISHING AND IMPROVING THE 
QUALITY OF YOUR FINISHED PRODUCTS 





MURCO Tumbling Barrels are 

preferred today by plants that 

deburr, burnish, clean, polish, 

and smooth-surface metal and 

plastic parts on a mass- 

production basis. With its 

variable speeds, you have 

a wide range to meet 

various operating condi- 

tions and requirements... 

there are infinite speeds 

and, the special brake 

mechanism stops the bar- 

rel in any position, as 

well as facilitate loading and un- 

loading . . . prevents accidental 
dumping of loads. 
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only on time, temperature, and solu- 
tion concentration but also is related 
to the texture and type of zinc being 
treated. Bright zinc will have a more 
highly iridescent color than will dull 
zine. Zine containing molybdenum will 
have a purplish hue while zine con- 
taminated by copper will have a 
strong green shade. 

Some loss of zinc occurs while the 
film is forming, but under the most 
severe conditions this loss will not ex- 
ceed 0.0001 inch. Generally speaking, 
the loss of zinc in a properly operated 
process will be of the order of 0.00001 
inch or less. 


Chemical Bright Dips 


These solutions are based on chro- 
mic acid, and may contain in addition 
various mineral acids such as sulfuric 
or nitric, as well as organic acids such 
as formic or acetic acid. All of the 
commonly used solutions are proprie- 
tary and may be purchased as concen- 
trates ready for use when diluted with 
water. The amount of dilution varies 
somewhat with each solution but in 
general can be said to range from 3 
parts water to 1 part concentrate to 
as high as 10 parts water to 1 part 
concentrate. After dilution, the solu- 
tions are ready to operate, requiring 
no other additions. The optimum op- 
erating temperature is commonly be- 
tween 70 and 110 deg. F. At the higher 
temperature brighter results are ob- 
tained at the sacrifice of some corro- 
sion resistance. At the lower tempera- 
ture less brilliance is obtained but the 
film has better corrosion resistance. 

The procedure for producing dip 
coatings consists of: zinc plating in a 
standard bright zinc solution; thor- 
ough rinsing; dipping in dilute acid 
such as 1 per cent nitric or sulfuric to 
ensure complete removal of cyanide 
and other alkali films; thorough rins- 
ing; a 5-20 second dip in the proprie- 
tary chromic acid dip. Following this 


then dipped into a bleach solution, 
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Nature 

Shares a 

Cleaning 

Miracle 
with es 


AHCOLOID EMULSION CLEANER 


For a quick miraculous cleaning, toss a soiled handker- 
chief into the hot bubbling springs of Yellowstone Park. 
You can depend on it, the waters will return it to you 
spotless and undamaged. 


But dependable speed, thoroughness, and safety in 
cleaning is no monopoly of these natural earth-heated 
springs. In cleansing the oily surfaces of industrial metals, 
AHCOLOID EMULSION CLEANER works small cleaning ‘‘mira- 
cles” every day. Its routine job is the penetrating and 
loosening of clinging oils, enabling a quick water rinse to 
wash away the film. AHCOLOID EMULSION CLEANER is non- 
corrosive and gives off mo malignant toxic fumes in opera- 
tion — it is completely safe. 

The special properties of AHCOLOID EMULSION 
CLEANER assure rapid, thorough, safe performance. 


Send for a free copy of the booklet, 
“AHCOLOID EMULSION CLEANER", which ex 
plains in detail the properties and opera- 
tion of this remarkable new cleansing agent. 


] M, APOTHECARIES HALL CO 
wer TOT: Yours WATERBURY 88, CONN. — 








"oe 
f 5 arm Please send me e free copy of your new 
booklet, “Ahcoloid Emulsion Cleaner”. 


APOTHECARIES HALL CO ai 


STREET 


WwaATE Y 


C 


CITY or TOWN 


ee ase oe e eee e ol 
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IN MORE PRODUCTION PER 





BUFFING WHEEL DOLLAR 





TEAR THIS OUT of the magazine and hand it to your auditor. 
Ask him how much money you spent on buffs in 1949, 
He probably will say ... "Why do you want fo know?" 


Tell him because the JACKSON BUFF CORPORATION 


claims that they can save 25% to 50% on buffs. 


We all will then know what we are talking about. 
Your auditor will say .. . “What are you waiting for?" 


We, too, say ... “What are you waiting for?" 





HEATBATH CORPORATION 


AnNnNOUuNTCES 


@ The new Controlled Oxidation Pentrate for rapid, 
economical black oxide finishing of steel. 





A new method and product that is 25 to 50% faster 
in action and lower in cost compared to other products 
in use today. 

The new Pentrate is unique, fool-proof, and easy to 
operate. 

Steel parts are finished a dense jet black in solutions 
that are under control at all times and operate at peak 
efficiency. 


A BRAND NEW PRODUCT! 


Easy, Rapid, Lower Costs 


The new Pentrate is a development resulting from 25 years ex- 
perience in black oxide finishing. 


Heatbath Corporation has produced more black oxide finishing 
products since 1925 than all other makes combined. 


Write for Data Sheets describing the new Controlled Oxidation 


Pentrate. 
HEATBATH CORPORATION 


SPRINGFIELD 1, MASS. 
In Canada: Wm. J. Michaud Co., Ltd. 
Montreal, Quebec. 








HEATBATH CORPORATION 
Springfield 1, Mass. F-1 


Please send me new data sheets on Controlled Oxidation Pentrate. 


Name 





Position 








Firm 
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Over 18,000 Torit 
Dust Collectors 
now in use 


Compact, self-contained Torit 
Dust Collectors range in size 
from 3 H.P. to 5 H.P. There 
is a type for every standard 
grinding, polishing and cut- 
off machine. You'll find them 
very economical to install and 
operate. 
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TORIT DUST SEPARATORS 
trim costs on this 
plate trimming machine 


This machine grinds a half inch strip on 
the edges of steel sheets of varying 
widths. Two Torit FM Dust Separators, 
located at the back of the machine, 
are connected by flexible piping to 
four grinding wheels. Efficiency is so 
high that only a negligible amount of 
dust is exhausted through the outside 
vent. 

Torit installations like this often elimi- 
nate the need for central dust systems. 
They reduce installation, operating and 
maintenance costs. It will pay you to 
bring your dust problems to: 


MANUFACTURING CO. 


314 Walnut St. © St. Paul 2, Minn. 
P.S. Also ask for latesi Torit catalog 
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which may contain 2 oz./gal. sodium 
carbonate or caustic soda, operated at 
room temperature. This bleach tends 
to reduce the amount of iridescence 
and produce a clear coating. A cold 
rinse followed by a hot rinse ends the 
cycle. At this point the work should 
be bright and clear with very little 
iridescence. Any iridescence remain- 
ing can be hidden if necessary by a 
suitable lacquer or wax. 

The chromic acid bright dips may 
be controlled best by visual observa- 
tion of the results produced and ex- 


perience gained by working with 
them. As the dips begin to show signs 
of a drop in quality of the surface pro- 
duced, additions of concentrate are 
made to restore them to optimum op- 
erating conditions. After several such 
additions, further additions may prove 
ineffective and it is then necessary to 
discard the solution and begin anew. 
It is obvious that skill must be ac- 
quired rapidly so that economy of op- 
eration and consistency of results may 
be obtained. 

Salt spray and humidity tests made 





SALT SPRAY TESTS 


Zinc Plate Thickness Dip Dilution 
Nitric Acid 


0.00023 inch 
= 100-1 


- 75-1 
* 50-1 
30-1 
3 


0-1 
7-1 
7-1 


NOTE: No. 1 is control plate. 


0.0002 
0.0005 
0.0002 
0.0005 
0.0002 
0.0005 


Reg. Clear Dip 
30-1 dip 
0.0002 


Process 
0.0005 - 


Caustic 


Sodium Dichromate 


Red Rust 
Hours 


White Corrosion 
Hours 

24 96 
96-169 

168 (slight) 

36 ” } 

96-168 

48-168 

96-168 

48- 96 


Bleach 


None 


Hypo 
None 
Hypo 


Soda 


216 

528 

528 

696 

528 (slight) 

696( ” ) 
2 pes/4 

528-696 


72 (slight) 
A a 


| a 


Tak = 928-576 





HUMIDITY TESTS 


Zinc Plate Thickness 


0.0002 inch 
0.0005 
0.0002 Reg. Clear Dip 
(caustic bleach) 
0.0005 se 
0.0002 
0.0002 
0.0005 


30-1 clear 


Dip Solution 


Sodium Dichromate Process 


White Corrosion 


24 hours (slight) 
24 (slight) 
72 


iy? 

216 (2 samples) 

216 (pinpoint break) 
216 (pinpoint break) 
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“Haw! Too slippery for you, eh?” 





ys get a finish on a product and make it stick can 
be quite a problem at times. On mirror-bright chro- 
mium plate, for example. 


A manufacturer was faced with that problem on 
chromium plated refrigerator shelves. And he asked 
Unichrome engineers to see what they could do. 





Neglecting not one single requirement of shelf 
service, they formulated a Unichrome finish that 
gave him clarity, resistance to humidity, food chem- 
icals, abrasion—as well as remarkable adhesion to 
chromium. Today, it is one of the most popular 
and widely-used finishes for chromium shelves! 


Would you like to try out our thinking on your 
problem? Write us about it. 


a 





TRADE MARK 


LACQUERS, SYNTHETICS, BAKING ENAMELS 


Products of the Organic Coatings Division of UNITED CHROMIUM, Incorporated 
51 East 42nd Street, New York 17, N.Y. 
Detroit @ Waterbury @ Chicago @ _ Los Angeles 
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Get Better Plated Work 
Time and Labor 


Save 


Alsop “Sealed-Disc’ Filters remove 
the dirt, dust, oil-sludge, even min- 
ute impurities and keep solutions 
bright and clear. This means finer 
finished plated work, savings in time 
and labor and longer service from 
your plating solutions. 
“Sealed-Disc”’ Filters will not leak 
or drip. They are compact, portable 
and require very little space, in fact, 
Sealed-Disc’’ Filters are capable of 
handling the same volume as con- 
ventional filters many times their 
size. There’s a “Sealed-Disc’’ Filter 
to “fit your job” regardless of the 
type or size of your installation. 
We'll be glad to analyze your re- 
quirements without obligation to 
you. 








ENGINEERING CORPORATION 
Filters: Filter Discs ¢ Sheets-Mixers Agitators 
502 Keen Street y Milldale, Conn. 
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on treated zinc-plated surfaces indi- 
cate the results that may be expected 
from these conversion coatings. A pro- 
prietary chromic acid bright dip was 
used for the tests. 

It is evident from the foregoing that 
these dips increase the corrosion re- 
sistance of the zinc surface tremen- 
dously, and consequently increase the 
number of applications for zinc plate. 
It is evident that the results are al- 
most independent of the thickness of 
the zinc plate above the minimum of 
0.0002 inch. Excessive bleaching, or 
too strong a bleach, will tend to lower 
appreciably the resistance of the film 
by removing some of the protecting 
materials. Where maximum luster and 
clarity are desired, it is recommended 
that a lacquer or wax coating be ap- 
plied over the treated zinc. 

Anodic Coatings 

These coatings are formed electro- 
lytically in proprietary solutions con- 
sisting primarily of chromates. The 
solution for yellow and clear coatings 
is the same since clear coatings are 
produced by hot alkaline bleaching of 
the yellow coatings. The solution pre- 
pared from proprietary salts should 
range from 17-25 deg. Baume. It 
should be operated around 80 deg. F. 
and, most important, the pH (electro- 
metric) should be held between 5.5 
and 6.0. A current density of 5-50 
amp./sq. ft. and a voltage of 1.5-4 will 
be required. Usually 50-100 amp. min./ 
sq. ft. will give satisfactory coatings. 
Processing the work for 3-5 minutes 
at a current density of 10-20 amp./sq. 
ft. will be sufficient to produce a satis- 
factory coating. Too heavy a coating 
should be avoided; too light a coat- 
ing will not furnish the protection de- 
sired. The main variables to watch are 
the pH, which tends to rise, and the 
concentration, which falls due to drag- 
out. Too low a concentration affects 
the throwing power of the solution so 
that a good coating is not produced in 
recesses or Shaded areas. Operating 
outside of the pH range is undesirable 
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SIMONDS 


ABRASIVE CoO. 


Borolon 


TRACE MARK 


ABRASIVE GRAIN 


Hard, sharp, tough and uni- 
form. Fused crystalline 
aluminum oxide abrasives .. . 
BOROLON, BOROBLAST, BORO- 
GRIT and SANS-SLIP. Available 
in all standard sizes and run-of- 
mill sizes. Produced under com- 
plete Simonds control and 
scientifically processed to re- 
move impurities. Inspection 
samples and prices on request. 
ANTI-SLIP Write specifying grain size and 
intended use. 














SIMONDS ABRASIVE CO., PHILA. 37, PA. e DISTRIBUTORS IN ALL PRINCIPAL CITIES 


Division of Simonds Saw and Steel Co., Fitchburg, Mass. Other Simonds Companies: Simonds Steel Mills, Lockport, 
N.Y., Simonds Canada Saw Co., Ltd., Montreal, Que. and Simonds Canada Abrasive Co., Ltd., Arvida, Que. 
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since inconsistent results are obtained, 
in addition to colored, blotchy, and 
bare areas on the work. The process is 
easy to operate and with attention to 
a few details, consistent and economi- 
cal performance can be _ obtained. 
Noteworthy are the following test re- 
sults showing the resistance of these 
films. 


lar conditions failure of untreated, 
lacquered zinc occurred in 50-75 hours. 

The yellow anodic coating produced 
by the above process is rinsed and then 
bleached in a sodium carbonate solu- 
tion operated boiling to form a clear 
coating. The bleaching time can range 
up to 15 minutes and is followed by a 
cold rinse and a hot rinse. 





SALT SPRAY TESTS 


Zinc Thickness Anodic Coating 
0.0002 inch 
0.0002 inch 
0.0002 inch 


Yellow 
Clear 


Red Rust 
Hours 


1-2 200 


150-200 650 
130-180 650 


Ist White Corrosion 
Hours 





In humidity tests refrigerator shel- 
ves coated with 0.0005 inch of zinc and 
subsequently coated with a lacquer 
over the clear anodic film have been 
tested for 1000 hours without showing 
signs of white corrosion. Under simi- 


A black anodic coating is produced 
in a solution similar to that used for 
the yellow coating, operated at a pH 
of 2.5 to 4.5 electrometric. The con- 
centration should range between 18-22 
deg. Baume and the solution should be 





ECONOMY IN PRODUCTION 


WHY NOT A MODERN POLISHING ROOM? 











TYPE RV 
WITH 

BACK STAND 
IDLER 


SAVE TIME... 


SAVE MONEY... 


© The versatile STANDARD RV 
LATHE with BACK STAND IDLER 
provides substantial savings. The 
lathes are equipped with 4 heavy 
duty ball bearings run in oil, and a 
coincidental switch and_ brake. 
IDLER interchangeable for either 
right or left hand operation. 
Buffing and polishing lathes avail- 
able from 3 H.P. to 20 H.P. with 
speed ranges from 1500 to 3000 
R.P.M. (other speed ranges avail- 
able). Single and multiple speed 
machines available up to 60 H.P. 
This set-up belongs in your shop! 


Write today for catalog 44. 


THE STANDARD ELECTRICAL TOOL CO. 


2518 RIVER ROAD 
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Now, 


with a 


DESPATCH 


Uniform Velocity 


SPRAY BOOTH 


Stratification and air turbulence are 
eliminated in this booth designed 
for electrostatic and other low 
pressure automatic spraying. Make- 
up air distributed evenly through 
filters covering entire back wall 
and air outlets at four levels across 
the front curtain provide uniform 
air movement over entire face of 
the booth. This uniform air flow 
and low pressure spraying through 
an electrostatic field reduces paint 
losses. Filtered air in conveyor 
vestibules provides effective seals 
against factory air and dirt. Water 
up to 50 gals. per minute per lineal 
foot applied to the split curtain 
minimizes paint accumulation. 
Splashing is eliminated by a spe- 
cially designed wet splash guard. 
Water flowing over the booth-floor 
collects overspray and carries it to 
settling tanks for recovery. Pic- 


Standard 


Despatch Water 


Wash Spra 
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WATER WASH AN | Ri; 
AUTOMATIC SPRAY 





cured. is the prime. coat booth | in the 
Seeger Refrigerator Plant, St. Paul, Minn. 

Water wash spray booths for automatic 
or hand spraying and dry spray booths 
are designed for maximum efficiency 
and are available to any specifications. 
DESPATCH engineers will gladly analyze 
your requirements and plan, select, 
coordinate and install individual units or 
a complete finishing system. 


WRITE TODAY for Bulletin 66 or 
request a representative to call. 


DESPATCH OVEN COMPANY 


Minneapolis Office: 619 S. E. 8th Street 
ice: 7070 N. Clark Street 


DESPATCH 


OVEN COMPANY 
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used at room temperature at a voltage 
of 1.5-4, and a current density of 5-50 
amp./sq. ft. for 2-10 minutes. After 
zinc plating the work is rinsed in cold 
water, then in warm water, and is 
then made the anode in the black ano- 
dic processing solution for the proper 
period of time. After treating, the 
work is rinsed in cold water, hot 
water, and then dried. For maximum 
salt spray and corrosion resistance it 
is desirable to seal the coating by im- 
mersion for 5-15 minutes at 180-212 
deg. F. in a solution containing 2 oz. / 
gal. of Black Anozinc Compound 42. 
Typical test results obtained with 
these black coatings are as follows: 


1. Conversion coatings retard for- 
mation of white rust on zinc. The im- 
provement may be of the order of 10- 
30 times more resistance than is of- 
fered by untreated zinc. 

2. Conversion coatings greatly in- 
crease the protection against red rust 
furnished by zinc over steel. 

3. Conversion coatings provide the 
greatest relative increase in corrosion 
resistance on zinc which is 0.0002- 
0.0003 inch thick. 

4. Zinc deposited from pure solu- 
tions forms a conversion coating of 
greater resistance than zinc plated 
from a contaminated solution. 

5. The smoother the base metal, the 





SALT SPRAY TESTS 


Zinc Thickness Anodic Coating 


Black Unsealed 
Black Sealed 


0.0002 inch 
0.0002 inch 


Red Rust 
Hours 
650 
1000 


Ist White Corrosion 
Hours 
75-125 

100-150 





By increasing the thickness of zinc to 
0.0005 inch, the red rust figures may 
be raised to almost double the value 
shown, but the white corrosion figures 
remain unchanged. 

There are many other types of solu- 
tions which produce conversion coat- 
ings having desirable properties. The 
foregoing illustrates the growing im- 
portance of such coatings and furnish- 
es adequate evidence of what can be 
done to ordinary zinc deposits to en- 
hance their value. Today, knowing the 
conditions to be met, one can choose 
the proper conversion coating for zinc 
which will give the performance re- 
quired. 

Conclusions 

The conclusions to be made on con- 
version coatings can be briefly sum- 
marized. 


NOTE: The author acknowledges with thanks 
the assistance of Leonard Weeg, National Lock 
Company, in supplying the salt spray data 
used in this article. 
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better the corrosion resistance of the 
zinc plus the conversion coating. 

Personal experience in the field 
would indicate one further develop- 
ment needed to provide the ideal zinc 
finish. This would be a zinc plating 
solution which would produce a mirror 
bright zinc without the use of metallic 
brighteners. This brilliant deposit 
would then be anodically treated and 
bleached to a clear color and subse- 
quently a clear lacquer applied over 
this to make the finish durable. Such 
a finish would be brilliant, almost as 
attractive as chromium, and possess- 
ing corrosion resisting properties of a 
high order. 


Adapted for Propucts FINISHING from a talk 
presented at a meeting of the Rockford Branch, 
American Electroplaters’ Society. 


Please mention PRODUCTS FINISHING when 


writing to advertisers. 
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MICRO-POLISH unit showing 
accessible controls and neat 
compact designs 


MICRO-POLISH unit with cab- 
inet removed to show 
interior construction. 


An outstanding system of sheet-grinding and 
polishing proved-right in actual operation. 


You too, will like MICRO-POLISH because... 


@ Gives higher quality surface for any given grain size. 
@ Much faster grinding rate without burning. 
@ Greater operating economy. 
@ Handles sheet, strip or blanked parts, any width or 
length. 
It’s a wet or dry process. 
Convenient, reliable controls carefully protected from 
abrasives and foreign matter. 
We also f e plete line of buffing and polishing equipment 
to handle any contour or formed parts. 
Inquiries are invited 


TERRITORIES OPEN FOR QUALIFIED 
REPRESENTATIVES 








A typicol 12 unit MICRO-POLISH installation 





] AY THE MURRAY-WAY CORPORATION 


3925 WEST FORT STREET © DETROIT 16, MICHIGAN 


AUTOMATIC POLISHING, BUFFING, GRINDING EQUIPMENT 
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Recent Developments In Metal 
Polishing 


ETAL POLISHING is an important 

part of metal finishing operations 

and usually pays big dividends in 

added sales value of manufactured 
products; yet the art of polishing is relatively 
complicated, largely understandardized, and in 
many cases more costly than necessary. Some 
of the more recent advances in methods of 
metal polishing, as applied in product finishing 
operations, were discussed and demonstrated 
before the Buffalo Branch, American Electro- 
platers’ Society, at a recent meeting, 
held at the plant of the Carborundum Com- 
pany, Niagara Falls, N. Y. J. B. Aust of the 
Coated Products Division of Carborundum 
headed the group of abrasive specialists who 
discussed various aspects of new abrasive belt 
polishing methods as applied to specific metal 
products and finishing problems. Previous to 
this gathering at the Carborundum plant, Wm. 
A. Corse, also of Carborundum, discussed finish- 
ing and polishing methods prior to plating be- 
fore the Detroit A. E. S. Branch. 

In the metal product finishing field the term 
“polishing” is a rather loosely-used term which 
may mean the removal of tool and die marks, 
parting lines, pits, deep scratches, and other 
surface imperfections, to form a smooth, uni- 
form finish. For many years, this work has been 
done by means of resilient polishing wheels 
made of a variety of cloth materials, felt, and 








PLATECOIL 


Replaces Pipe Coil 
FOR HEATING, COOLING 





PROVIDES @ OUTSTANDING SAVINGS 


More Prime Surface for More Efficient Heating. 
Develops Quick Heat for Quick Starts. 
Faster Than Pipe Coil.) 

Takes Half the Space, Weighs Half as Much as 


Much as 50%, 


Pipe Coil. 


Platecoils Are Easily Cleaned or Replaced in 
No Downtime... No Tank Dumping. 


Y Minutes.. 


Take advantage of the complete engineering assistance offered 
by Kold-Hold to help you with your heat transfer problems. 


Send for complete 
technical manual and 
descriptive Bulletin No. P50 


(As 


PLATECOIL 


Division 


KOLD-HOLD MFG. CO. 


LANSING 4, MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The rew Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick starts in heating tank 
solutions mean more hours of pro- 
ductive time. 


Why 
Platecoils 
Cost Less 


LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used in 
construction. 


EASY 
INSTALLATION 


By the use of ‘quick 
change hangers" Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22" x 47" Platecoil 
gives the same heat 
transfer surface as 32 
feet of 1'/2"" pipe. This 
pipe requires a space 
approximately 30" 
x 60". Platecoil thus 
saves about 50% over 
equivalent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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Fig. 1—Polishing aluminum pots using a grit 
80, 2 x 132-inch Lightning Metalite Cloth Belt 
(Photo courtesy Behr-Manning, Troy, N. Y.) 


and other bases. The polishing edge 
or face so formed is coated with an 
abrasive. The grit size of the abrasive 
may vary from coarse to fine, depend- 
ing on the condition of the metal sur- 
face and the amount of stock to be 
removed. As can be ex- 
pected of operations in 
which the human factor 
plays such an important 
part, polishing and 
buffing have long been 
looked upon as arts. It 
is encouraging to note 
that some of the prob- 
lems in this field are 


Fig. 2—Factory coated abra- 
sive belts are finding use in 
metal polishing applications. 
Shown here is a typical belt 
backstand polisher. 
(Photo courtesy The Carbor- 
undum Co., Niagara Falls, 
N. Y.) 
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now being approached in a more scien- 
tific manner. 


Belt-Backstand Method 

The use of factory prepared endless 
coated abrasive belts is fast becoming 
popular on many polishing operations 
previously calling for set-up polishing 
wheels. It was pointed out at the Car- 
borundum meeting that in many in- 
stances it has been found that pro- 
duction can be increased with an at- 
tractive savings in time, labor, and 
material. For roughing out polishing 
operations, fine grit sizes are used, 
and in some cases a low melting point 
grease stick is applied to the belt to 
prevent loading or glazing of the belt 
and overheating of the work. It has 
been found that the addition of such 
a lubricant generally produces a 
smoother, brighter surface. Figures 1 
to 8 show typical backstand polishers 
for use on metal products. 

In general, the belt-backstand 
equipment consists of a contact wheel 
mounted on a polishing lathe in the 
place of a set-up wheel. The coated 
abrasive belt is tracked over a con- 
tact wheel by means of the backstand 
idler mounted behind the machine. The 
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Fig. 3—Illustration shows a coated abrasive 

belt being used to polish sheet steel assembly 

(Photo courtesy Armour & Co., Coated Abra- 
sives Division, Alliance, Ohio) 


work is done on the belt, supported 


and driven by the contact wheel in the 
same position as with set-up wheels. 
Also, there is a small area or line con- 
tact such as is present with grinding 
wheels or set-up wheels. The contact 
wheel des*zn affects both the cutting 
action and life of 


the belt. The 
backstand idler 
provides a means 
whereby more 


Fig. 4 — Illustration 
shows an automatic 
indexing rotary pol- 
ishing machine, 
equipped with uni- 
versal abrasive belt 
heads which can be 
adjusted for polishing 
all surfaces of round 
or curved objects. 
(Photo courtesy 
The Packer Machine 
Co., Meriden, Conn.) 


abrasive area is put to work 
with existing equipment. For example, 
it was brought out that a standard 
length (14 feet x 4 inches) backstand 
belt has fourtimes the abrasive area of 
the usual set-up wheel (14 x 4 inches). 
The belt-backstand method is used for 
grinding, rough polishing, fine polish- 
ing, and “oiling out” in preparation for 
plating. This method was developed 
during the war and has found wide ac- 
ceptance in the postwar era. 

It was brought out by the Carbor- 
undum group that the most important 
advantage to be derived from the beit- 
backstand method is the extremely 
fast rate of cut which is due primarily 
to the inherently sharper coating of 
the coated abrasive belt as compared 
to either grinding wheels or set-up 
wheels. The fast time results in less 
time per piece to be polished; thus, 
less labor cost per piece per operation 
and higher production per day per man. 
A second advantage of this method 
is that it is frequently possible to re- 
duce the number of operations neces- 
sary to produce a certain finish. This 
is done by skipping one or more grit 
sizes and so taking larger steps be- 
tween operations. 

Non-ferrous metals, such as die 
castings, may frequently go directly to 
the finishing operation after deburr- 
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Fig. 5—Centerless grinding and polishing ma- 

chine used with 4-inch wide, 60-inch long 

coated abrasive belt to polish rods, bars, tubes, 
and so on 


(Photo courtesy Hammond Machinery Builders, 
Inc., Kalamazoo, Mich.) 


ing. An illustration, cited from Carbor- 
undum field experience, was that of 
a concern that manufactures 
silver plated gravy bowls. 
These are deep drawn from 
nickel-silver and were former- 
ly polished with a 190 grit set- 


Fie. 6—This horizontal wet or dry 
belt surfacing machine for flat pol- 
ishing of die castings, cast iron, 


steel, alloys, and other materials 

provides rapid, accurate surfacing 

with a minimum of effort on the part 
of the operator. 


(Photo courtesy Production Machine 
Co., Greenfield, Mass.) 
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up wheel, followed by a 220 greased 
set-up wheel. It was pointed out that 
by changing to the _ belt-backstand 
method it was possible to cut out the 
180 grit operation and produce the 
finish required for plating with a 220 
grit greased belt. However, it was em- 
phasized that steel is different in that 
it is almost always necessary to rough 
polish. This is especially true for forg- 
ings that are received in the polishing 
room as trimmed rough forgings with 
most of the flash trimmed off. An ex- 
ample cited was the polishing of forg- 
ed steel bicycle cranks, wherein it 
was found that a satisfactory proced- 
ure consisted of rough polishing on a 
backstand with 60-grit belts, going di- 
rectly to final polish with 180 grit. At 
least one intermediate operation would 
be needed it set-up wheels were used. 

Another benefit cited for the back- 
stand method was that of obtaining 
a better finish. This was attributed 
largely to the superior factory coating 
on backstand belts as compared to 
hand-coated set-up wheels. It was also 
brought out that another factor in ob- 
taining a better finish is in being able 
to select the right contact wheel for 
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each job. These can be generally classi- 
fied as hard, medium or soft wheels. 
The hard wheels are used for rough 
polishing where stock removal is more 
important than finish. The medium 
and soft are used for fine polishing 
or “oiling out” on relatively flat sur- 
faces. Also, a pleated-buff type of con- 
tact wheel is used for fine polishing 
on contoured surfaces that the harder 
wheels will not handle satisfactorily. 
Contact wheel action, cushion and ef- 
fectiveness are generally stable and 
unchanging. 

A fourth benefit given for belt back- 
stand polishing methods is that less 
experienced personnel are required. 
Reasons cited to substantiate the 
shorter training period for operators 
as compared with set-up wheels is 
that the contact wheel maintains its 
shape, diameter and action. Also, the 
coating of the belts and their rate of 


Fig. 7—A view of a straight-line polishing and 
buffing machine utilizing 4 oscillating polishing 
be]t heads and 8 buffing heads, used for pol- 
ishing and buffing Ronson cigarette lighters 
(Photo courtesy Acme Mtg. Co., 
Detroit 16, Mich.) 
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Fig. 8—Use of a grooved buff contact wheel in 

conjunction with a 3-M-ite abrasive belt accom- 

polishes polishing of contours on bicycle crank 
forgings. 


(Photo courtesy Minnesota Mining & Mtg. Co., 
St. Paul 6, Minn.) 


cut are more constant than may be ex- 
pected with set-up wheels. An example 
cited was that a part, which was rough 
polished ini 25 seconds with a new belt, 
required 5 seconds longer when the 
belt was ready to be changed; in an- 
other instance, that of deburring die 
castings, the work was done in 6 
seconds with a new belt and 7 seconds 
when the belt was worn out. It was 
predicted that the metal product 
finishing industry can look for further 
developments in the field of backstand 
polishing—improvements in belts, con- 
tact wheels, and so on, and also new 
applications of the method. 


Brush-Backed Sander Head Method 


Some of the typical applications of 
the brush-backed sander head were 
demonstrated in the Carborundum 
Company’s experimental polishing 
room. It was pointed out that because 
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Fig. 10—The Vonnegut sander head 
before assembl 
(Photo courtesy The Carborundum 
o., Niagara Falls, N. Y.) 


of its unusual adaptability to 
many kinds of work, this 
method is solving new finish- 
ing problems. Being so flexi- 
ble in action, it is particularly 
effective on contoured pieces 
and may be _ used eithe2 
on ferrous ornon-ferrous metals. 
It was pointed out that its 
principal field is in competition with 
charged buffs. It is a pre-buffing or 
blending tool and is not considered 
suitable for stock removal. The finish 
produced is a sSatin-finish type of 
pattern as compared to the straight 
line scratch pattern of a _ polishing 
belt. While the brush-backed sander 
head principle has been used success- 


fully for years in woodworking shops 


Fig. 9 — The ——— brush-backed sander 
head as used in polishing a typical metal part. 
This method, which uses vented uheouiee strips, 
is said to conform to irregular contours and 
produce a uniform finish. 
(Photo courtesy The Carborundum Co., 
Niagara Falls, N ) 
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throughout the country, its introduc- 
tion to the metal polishing field is de- 
finitely new; it has already proved 
both practical and economical in many 
applications. Figure 9 shows this 
method being used for polishing a typi- 
cal metal part. 

The advantage in using the brush- 
backed sander method is that a sub- 
stantial saving is realized. It was 
brought out that this is due chiefly to 
the fact that the cutting abrasive par- 
ticles are held in place on the cloth 
backing and made to work. With 
charged buffs, much of the abrasive is 
thrown off and is not made to do any 
work. The method has the ability to 
adapt itself to the contour or irregular 
surface of the work, by means of its 
shredded abrasive tips, which are 
pressed into every groove and depres- 
sion. It follows the contour of the sur- 
face with ease and produces a finer 
and more uniform finish than can be 
obtained by many other methods. The 
method is adaptable to automatic or 
semi-automatic operation as well as 
to hand application. 

The brush-backed sander head is 
essentially simple in design and con- 
struction, consisting of the following 
primary parts: the outer frame for 
holding replaceable brushes, and the 
inner spool for attaching coated abra- 
sive strips. An assembly consists of 
four strips of abrasive coated cloth 
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Fig. 11—Insertion of loadings in sander head. 
The 32 abrasive strips are passed between the 
brushes of the outer shells. 

(Photo courtesy The Carborundum Co., 
Niagara Falls, N. Y.) 


with anchoring loops attached. Eight 
of these assemblies are used to com- 
plete one loading of the sander head. 
Figure 10 shows the sander head be- 
fore assembly; the insertion of load- 
ings is illustrated in Fig. 11. The 32 
abrasive strips employed are passed 
between the brushes of the outer shell. 
The inner frame or “spider” is rotated 
so that the strips are brought into 
working position. The exact extension 
beyond the brush tips depends upon 
the work to be done. 

The head is adaptable to various 
contours, either on different pieces or 
on different areas of the same piece. 
Abrasive loadings for the head are 
available in two general types; name- 
ly, aluminum oxide and silicon carbide. 
Aluminum oxide is available in from 
50 to 400 grit; silicon carbide from 50 
to 600 grit. Then by using any of these 
dry or with a grease stick, an even 
greater variety of finishes may be ob- 
tained. One example, cited from Car- 
borundum field experience, was that of 
polishing alloy steel turbine blades. In 
this case it was possible to produce a 
3% micro-inch finish by using 600 grit 
silicon carbide loadings. 

To adjust loadings in the head for 
operation, the head is mounted on the 
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spindle and the nut tightened to secure 
the head, as is shown in Fig. 12. The 
machine is started and the face of the 
revolving head raked with scrap ma- 
terial. Centrifugal force, plus. the 
raking action, will remove all internal 
slack in the loading. Normally this will 
bring the tips of the abrasive strips 
approximately ', inch beyond the 
brush tips, which is the average work- 
ing length. 

The brush-backed sander head is 
mounted on lathe spindles and 
the work is presented to it 
manually or mechanically. It can be 
used on swing-frame grinders, 
straight line polishing machines, and 
in conjunction with rotary automatics. 
In operation of the polishing method 
the work is pressed gently into the 
face of the head for best results. 
Greater pressure will neither improve 
the finish nor speed the finishing pro- 
cess, it was pointed out. Excessive 
pressures needlessly wear out loadings 
and brushes, and may even weaken 
brush holders. It is good practice to 
protect sharp edges or corners that 
must be maintained by masking them 
with tape, metal collars, or plugs. The 
proper backing and abrasive should be 
selected for loadings to meet require- 


Fig. 12—Adjusting loadings on the Vonnegut 
brush-backed sander head 
(Photo courtesy The Carborundum Co., 
Niagara Falls, N. Y.) 
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ments of materials being finished. One 
important fact to remember is that 
these heads are designed primarily for 
a finishing operation; thus, any great 
amount of stock removal should not be 
attempted. 

A summary of the outstanding pro- 
perties of the brush-backed sander 
head method is as follows. 

1. Unusual ability to follow con- 
tours, curves, carved and molded 
surfaces. 

Cushioned wiping action that 
imparts an excellent finish for 
anodizing, buffing, or plating. 
Effectiveness in blending surface 
irregularities and _ eliminating 
scratches, and wheel and belt 
marks. 

Cool cutting which eliminates 
work discoloration and improves 
work conditions for the operator. 

5. Minimum loading of abrasive ma- 
terial. 

The brush-backed sander head gener- 
ates a satin finish, which can be readily 
buffed out on flat or contoured metal 
surfaces. Furthermore, it has been 
used to prepare metal surfaces for 
painting and to eliminate hand sand- 
ing of undercoat prior to the final 
spray coat. Itwas also pointed out that 
the heads can be used to clean out 
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shallow pits in rolled soft metals, such 
as copper, and for the removal of light 
scale from heat treated metal parts. 
In some instances it has been found 
that this scale-removing operation 
minimizes or completely eliminates the 
need for pickling. 
Mechanical Flat Polishing Prior to 
Forming 
Some of the advantages to be gained 
from mechanical flat polishing with 
belts prior to forming are: (1) high 
production; (2) reduction in amount of 
hand labor involved; and (3) a more 
uniform finish produced from piece to 
piece and from day to day, because 
it is a mechanized operation employ- 
ing factory-coated abrasive belts. The 
procedure currently used is a continu- 
ous one. The flat stock up to 60 inches 
wide is put through a series of flat belt 
polishing machines called “heads’’ by 
the trade. The first few of these are 
roughing heads and use 60, 80 or 100 
aluminum oxide belts, depending on 
the surface condition of the stock. 
These are followed by a series of in- 
termediate heads employing succes- 
sively finer grit sizes and leading up 
to the finishing machines, which pro- 
duce the final finish suitable for plat- 
ing. These employ 220 or 240 alumi- 
num oxide greased belts and will give 
a finish of 25 mic- 
ro-inches or less. 
One point to be 
kept in mind is 
that considerable 
investment in cap- 
ital equipment is 
necessary for full 
utilization of this 


Fig. 13—One type of 
commercially used 
strip grinder and pol- 
isher 
(Photo courtesy 
Curtis Machine Corp., 
Jamestown, N. Y.) 
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polishing method. Shown in Figs. 13 
and 14 are two varieties of the strip 
grinder and polisher. 

The polished stock is inspected 
while on the conveyor which takes it 

















Fig. 14—A view of a Micro-Polish sheet grind- 

ing and polishing machine with the enclosing 

cabinet removed. Using abrasive belts, either 

wet or dry, the machine can polish sheet, strip, 
or blanked parts. 


(Photo courtesy The Murray-Way Corp., 
Detroit 16, Mich.) 


to the degreasing machine. After the 
grease from the polishing heads has 
been removed, the polished sheets are 
coated with a strippable plastic, res- 
inous, or a “dry draw coat” that pro- 
tects the polished surface during the 
subsequent drawing or forming opera- 
tion. These coatings may be applied 
either by spraying, dipping, or rolling. 
The next operation is the forming of 
the part. After forming, the plastic or 
resinous coating is peeled off and the 
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parts are then ready for the plating 
operation. 


Polishing Flat Metal Blanks With 
Conveyor Feed 


In discussing further applications of 
belt polishing methods, it was brought 
out that machines are available for 
polishing flat metal blanks using a 
conveyor belt feed. In this application, 
flat hardware, knife blades and similar 
small parts may be fed manually by 
conveyor belt or othermeans. Such ma- 
chines can be adapted to produce any 
desired finish from a rough grind toa 
high polish. 


To give long and durable service, both 
outer and inner surfaces of air-condition- 
ing units must be carefully finished so 
they are protected against corrosion. Air- 
conditioning equipment is used all over 
the world in all sorts of climates so that 
the metal must be protected against sun, 
rain, snow, dust, fumes and salt air. Then 
there is operational corrosive action. 
Evaporative condensers and coolers are 
subjected to the corrosive combination of 
water, dust and fume-laden air. There is 
also an encrustation of lime which accu- 
mulates due to the use of hard water. 
This must be removed two or three times a 
year with hydrochloric acid. 


“White Magic,’’ a 30-minute, 16 mm. 
sound movie in color, showing the latest 
techniques in the production, use, and 
spray application of ‘‘Dulux’’ white 
enamel for home appliances, has been 
released by the Finishes Division, E. I. 
du Pont de Nemours & Co., Wilmington 
98, Del. The film was made on the pro- 
duction lines of nationally-kKnown manu- 
facturers, as well as Du Pont plants in 
Toledo, Ohio, and Chicago, Illinois. 

In addition to telling the story of how 
finishes are made and applied, the film 
indicates how savings may be effected 
and the finish improved by using proper 
spraying technique. Hints of value to 
manufacturers and their paint crews are 
also included. 
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COWLES CHEMICAL CO., Cleveland, 
Ohio, has moved its research and devel- 
opment laboratory from the campus of 
Syracuse University to enlarged quar- 
ters at 105 South Townsend Street in 
downtown Syracuse, New York, accord- 
ing to an announcement by Dr. C. W. 
MacMullen, technical director. 

The new laboratory is of fireproof con- 
struction, having a reinforced concrete 
floor, brick walls, and sheetrock ceiling. 
Research projects include development of 
heavy chemicals in the silicate field, laun- 
dry products, metal cleaners, detergents 
and bactericides for the food processing 
industries, organic research, and the en- 


gineering of new processes and equip- 
ment for the company’s three plants lo- 
cated at Lockport and Skaneateles Falls, 
New York, and at Sewaren, New Jersey. 
These projects are conducted by a staff 
of twenty chemists and engineers under 
the direction of Dr. MacMullen. 


The Roto-Finish Company has trans- 
ferred its operations from Sturgis, Michi- 
gan, to its new factory at Kalamazoo, 
Michigan. 

One of the many outstanding features 
of the Roto-Finish plant is the sample 
processing department which is located 
in a specially designed area 25 feet wide 
by 80 feet long. The floor is built for pro- 
per drainage and all material handling is 


A view of the new research and development laboratory of the Cowles Chemical Company 
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New plant of Roto-Finish Company 


accomplished by an overhanging bridge 
crane system which services the complete 
installation. 

All models of Roto-Finish equipment 
and supplies are used in this department 
in order to demonstrate Roto-Finish Pro- 
under ideal conditions, and to 
duplicate actual plant production opera- 
tions, Prospective Roto-Finish users’ 
parts are finished in this department. 

The sample processing department also 
has several new experimental machines 
which are constantly being used in the 
development of improved finishing meth- 
ods. 

Adjacent to the sample processing de- 
partment is an ultra modern experiment- 
al laboratory used for Roto-F'inish de- 
velopment work. In addition to these 
facilities, an engineering department is 
maintained for the development of new 
Roto-Finish equipment for customer ser- 
vice. 

The remainder of the plant is divided 
into executive offices, administrative 
offices, accounting, and so on. Ample 
space has been allowed for manufactur- 
ing areas and loading docks. 


cesses 


The MacBETH CORPORATION, 
manufacturer of scientific equipment, 
has announced the removal of all its 
manufacturing activities, together with 
its executive and general offices, to a 
new plant located at Newburgh, N. Y., 
about 60 miles north of New York City. 


Plans for the construction of a $3,000,- 
000 office building by the MINNESOTA 
MINING & MANUFACTURING CO., St. 
Paul, Minn., have been announced by R. 
P. Carlton, president. 

The new unit will relieve congestion in 
the present main office building, permit 
consolidation of other scattered office 
groups and allow for future expansion. 
The new structure will be adjacent to 
the present three-level administration 
building. 

Another part of the firm’s nationwide 
expansion program is a two-story, block- 
long manufacturing plant now under con- 
struction in St. Paul. It is scheduled for 
completion next fall and will cost more 
than $2,000,000. 


New plant of the MacBeth Corporation 
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“Our administration building was 
completed in 1940, but we have long since 
outgrown it,’’ Carlton declared. “Of the 
4,800 employes we have in St. Paul, near- 
ly 1,000 work in offices and they all need 
more room.”’ 

C. P. Pesek, the company’s vice presi- 
dent in charge of engineering, stated 
that, although the building was design- 
ed for seven floors and a full base- 
ment, only five floors and basement will 
be built for the present. 

East and west walls will be window- 
less to prevent entrance of glare and 
heat from the summer sun. Sun shades 
will project over windows on the south 
wall as further protection. 

The structure will be of reinforced 
concrete and masonry with a brick and 
stone exterior, will be fully air condi- 
tioned and equipped with fluorescent 
lights throughout. A cafeteria is included 
in the plans. 

It will be connected on the first three 
levels with the administration building. 
One freight and two passenger elevators 
will be installed, with provisions for a 
third passenger lift in the future. 

Each floor will contain 34,320 square 
feet of space, with five floors providing 
working space for more than 1,200 em- 
ployes. 


R. D. TRAVERS COMPANY, Canadian 
representatives for CAMBRIDGE WIRE 
CLOTH COMPANY, manufacturer of 
woven wire conveyor belts, industrial 
wire cloth and special wire fabrications, 
has moved to new and larger quarters at 
117 Charlton Ave., West Hamilton, On- 
tario, according to an announcement by 
R. D. Travers. 


COMPANIES 


An agreement contemplating the mer- 
ger of Frederic B. Stevens, Inc., into The 
Udylite Corporation has been announced 
by the officers of the two companies. 

The necessary formal agreements are 
in course of preparation and will be sub- 
mitted to the respective boards of direc- 
tors and stockholders of the companies in 
due course. 

Frederic B. Stevens, Inc., was founded 
upwards of sixty-five years ago and for 
a great many years has been a leading 
producer of foundry supplies, polishing 
compounds, and various related products. 
It operates plants in Detroit, Michigan; 
New Haven, Connecticut; and Buffalo, 
New York, and through wholly owned 
subsidiaries operates plants in Windsor, 














Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 


THE 
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A Strippable Plastic for 
the Protection of Metals 





Among many advantages, it is 
non-toxic, possesses great ten- 
sile strength and is easily 
stripped off in one piece. 


Write for complete information 
on this new strippable plastic. 


COMPANY 


10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Ontario and Springfield, Ohio. Frederic B. 
Stevens, Inc., has offices and warehouses 
in principal cities and will continue its 
operations as a division of The Udylite 
Corporaton. 

The Udylite Corporation is a leading 
manufacturer of plating machinery, sup- 
plies and equipment, and operates as well 
extensively in the production of automo- 
tive parts. 


ue to the industrial growth of the 
Gulf States Region, HERCULES POW- 
DER COMPANY has expanded the Dal- 
las office of its Naval Stores Department. 
The office will now handle the sale of 
turpentine, pine oil, rosin, and rosin and 
resin derivatives, as well as toxaphene 


Field service representatives from the 
Canadian, Detroit. New England, New 
York, and Philadelphia sales divisions of 
OAKITE PRODUCTS, INC., New York, 
N. Y., attended a series of technical-sales 
meetings at the Hotel Commodore, New 
York City, December 15-17. Highlighting 
these meetings were reports delivered by 
the company’s research, chemists and ser- 
vice engineers on latest trends in clean- 
ing and related procedures designed to 
assist industry in combating rising pro- 
duction costs. Also reported upon were 
new materials te be made available by 
the company during the coming year 

Similar regional conferences held at the 
Sheraton Hotel, St. Louis, December 8- 
10, and the Biltmore Hotel, Los Angeles, 
November 28-30, were attended by repre- 
sentatives from Oakite’s Chicago, Cleve- 
land, Midwestern, Milwaukee, St. Louis 





Field service representatives in attendance at the Oakite Technical Sales-Conference, 
Hotel Commodore, New York City, December 15-17 











and Southern divisions, and its North 
Pacific, South Pacific, and Southwest- 
ern sales territories, respectively. 


According to an announcment by W. 
M. Reed, president, the AMERICAN AIR 
FILTER CO., INC., Louisville, Ky., man- 
ufacturer of air filters and dust collec- 
tors, has merged with the HERMAN 
NELSON CORP., Moline, Ill., manufac- 
turer of heating and ventilating equip- 
ment. 

The Nelson Corporation henceforth will 
be operated as the Herman Nelson Divi- 
sion of American Air Filter Company, 
Inc., and will continue to maintain its 
headquarters and facilities in Moline. 
The merged company’s principal offices 
and headquarters will be in Louisville. 

W. G. Frank, executive vice president, 
and Richard H. Nelson have been elected 
directors of the combined firm. Richard 
H. Nelson and Robert W. Nelson have 
been elected vice presidents of the en- 
larged firm, and E. G. Mason, of the 
Herman Nelson Division, has been elect- 
ed assistant secretary and assistant 
treasurer. 


TEMCO, INC. is the new name adopted 
by the firm formerly known as the Ten- 
nessee Enamel Manufacturing Company, 
according to W. B. Evans, president. Or- 
ganized in 1921 by Malvern H. Wright, 
now retired, and W. Bratten Evans, the 
company produces gas appliances and 
porcelain enamel signs. 

In addition to Mr. Evans, the Temco 
management group consists of F. Donald 
Hart, executive vice president; L. E. 












: 







Nordholt, vice president in charge of 
engineering; Robert N. Smith, secretary- 
treasurer; and Frank Drake, sales man- 
ager. 


The FERRO ENAMEL CORP., Cleve- 
land, Ohio, has announced the transfer 
of the manufacturing and distributing 
rights of its complete line of Ferro Clean- 
ing Compounds to MacDERMID INCOR- 
PORATED, Waterbury, Connecticut. In 
making this announcement, Glenn Hutt, 
assistant to the president of Ferro Enam- 
el, has advised that Ferro will now con- 
centrate on newer aspects of the porce- 
lain enameling field. 

Ferro Metal Cleaning Compounds will 
be manufactured by MacDermid at its 
plants in Cleveland, Chicago, and Water 
bury, with warehouse stocks also avail- 
able in New York, Detroit, and St. Louis. 
Technical representatives and_ service 
men are located in these and other in- 
dustrial areas. The sale of Ferro Metal 
Cleaners will be through regular Mac- 
Dermid distributors in the Midwest and 
Southern States, and through MacDermid 
representatives in the Eastern States. 
However, Ferro Enamel! will resell these 
cleaners exclusively to the porcelain 


enamel field. The West Coast will con- 
tinue to be serviced by the Ferro Enamel 
Corporation of Los Angeles. 


Louis K. Braunston has announced 
the formation of the CHAMPION 
GLOVE CORPORATION with factory 
and executive offices located at 850 Metro- 
politan Ave., Brooklyn 11, N. Y. The new 
firm, of which Mr. Braunston is presi- 
dent, will manufacture plastic coated 
industrial work gloves. 

A special department has also been set 
up to coat wire, metal parts, cord, belt- 
ing, tools, and so on, with the company’s 
patented formulation process known as 
‘‘Champlex.”’ 

Other officers are: Arthur A. Mayers, 
vice president and general sales man- 
ager; Henry R. Seidman, secretary and 
assistant sales manager; Morton B. Har- 
ley, factory superintendent in charge of 
production. 


THE DuBOIS CO., Cincinnati, Ohio, 
manufacturer of specialized cleaning and 
processing compounds, has purchased 














metals. 


—Used cold—Non toxic. 


7740 WEST 47TH STREET 





Industry's 3 Newest 


COLD STRIPPERS 


Fast! Economical! Safe! New! 


“UNISOL’’—for removing all baked enamels! Used cold—Non-inflammable 
—Non toxic—Strips baked enamels in seconds—Used for all type 
metals—Requires no rinse—Non-injurious to hands or clothing. 

“UNISOL No. 2”—A new cold stripper for japans and vinyls—Non-inflammable 
—Strips tough japans and vinyls in matter of minutes—Used for all type 


“STRIPPER 202”’—Something new for removing “‘stop-off” lacquers in seconds 
—Will not tarnish highly polished metal surfaces—Non-inflammable 


Samples and further information 
supplied on request. 


CHEMCO PRODUCTS CO.., Inc. 


LYONS, ILLINOIS 








96 PRODUCTS FINISHING 


February, 1950 








fiat to right) John B. deBrun, 
ack Malool, Philip H. Beach 


the GIANT PRODUCTS 
COMPANY of Los 
Angeles. 

The 15-year old 
Company, whose 
ucts generally 
those of The DuBois 
Company, has operated 
chiefly west of the Rock- 
ies, with the bulk of its 
sales force in Southern 
California. Its modern 
plant occupies a full city 
block adjacent to downtown Los Angeles, 
and includes well-planned loading and 
shipping facilities. 

T. V. DuBois, president of the DuBois 
Co., pointed out that this purchase adds 
to the DuBois organization the facilities 
of a branch manufacturing plant, labora- 
tories, and offices on the west coast. 


Giant 
prod- 
parallel 


“New Products for Better Cleaning”’ 
was the theme of a recent sales clinic 
conducted by the COWLES CHEMICAL 
COMPANY at its general offices’ in 
Cleveland, Ohio. All Cowles technical 
men in the Metal Cleaner Department 
participated in the three-day session, at 
which several new products were intro- 
duced to the sales staff. 

Produced after months of research at 
the company’s Research and Develop- 
ment Laboratory at Syracuse, N. Y., the 
first of the new products may be an- 
nounced officially within the next few 
weeks. 

Technical discussions were led by Dr. 
C. W. MacMullen, technical director, and 
Clarence G. Ozar of the Metal Cleaner 
Service Laboratory. 


NEW POSITIONS 


The Egyptian Lacquer Manufacturing 
Co., South Kearny, N. J., has announced 
several new steps in its manufacturing, 
sales, and service reorganization pro- 
gram. 

An additional plant has been erected 
in Lafayette, Indiana, and an extensive 
rehabilitation program carried out at 
South Kearny, New Jersey. Important re- 
cent personnel changes and promotions 
include the promotion of PHILIP H. 
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BEACH, veteran Egyptian salesman and 
formerly regional sales manager for New 
England, to the office of general sales 
manager. 

Mr. Beach has been with Egyptian 
since 1931, serving first as a sales repre- 
sentative in Massachusetts and Rhode 
Island, then as an assistant sales man- 
ager. His headquarters will be in the 
South Kearny offices. 

Transferred from the New York offices 
to assist Mr. Beach is JOHN B. deBRUN, 
whose official title will be assistant sales 
manager. 

Another appointment is that of JACK 
MALOOL to the office of regional sales 
manager for the Metropolitan New York 
area. Mr. Malool is a familiar figure to 
many in the finishing industry. 

Egyptian’s sales structure is now di- 
vided into three major regions under Mr. 
Beach's direction. The first is the eastern 
region (including New England) under 
John deBrun; the second is the greater 
New York region under Jack Malool; the 
third is the midwestern region under 
Frederick Keller. This third division has 
its headquarters in Lafayette, Indiana. 


George L. Wirtz, president of The Atlas 
Mineral Products Company has an- 
nounced that WILLIAM A. STREAKER, 
a recent graduate of the University of 
Illinois has joined The Atlas Mineral 
Products Company as a chemical engi- 
neer. 


A. J. EMMERICH, formerly sales- 
man in the Detroit area, has been ap- 
pointed sales manager of the J. J. Siefen 
Co., Detroit, Mich., manufacturer of 
liquid buffing and polishing compounds. 
Mr. Emmerich brings to his new position 
his extensive experience in the applica- 
tion of the company’s products. 
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R. L. SHAN- 

NON, formerly a 

district manager in 

the Metal Indus- 

tries Department, 

The Diversey Cor- 

poration, Chicago, 

has been named 

promotional man- 

ager, according to 

an announcement 

by W. E. Noyes, 

general sales man- 

ager. He succeeds 

B. B. Button, who 

has been promoted 

to the position of 

special assistant to 

R. L. Shannon Mr. Noyes. 

Mr. Shannon 

joined the Metal 

Industries Department six years ago, and 

after training, was assigned as a field 

service representative in the north Chi- 

cago sales territory. Subsequently, he 

was advanced to field, then district man- 

ager, taking over supervision and man- 

agement of the entire Chicago sales ter- 

ritory for the Metal Industries Depart- 
ment. 

New field service representatives of the 
Department include: FRANK E. SMITH, 
B. B. BUTTON (sales training instruc- 
tor), D. F. SEYMOUR (sales training in- 
structor), W. R. SWIFT, and C. L. HOD- 
GINS (Diversey Corporation of Canada, 
Ltd.). 
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Promotion of the following five execu- 
tives has been voted by the board of di- 
rectors and announced by Howard P. 
DeVilbiss, president of The DeVilbiss 
Co., Toledo, Ohio: 

WILLIAM A. DELGER, former plant 
manager, became vice president in 
charge of manufacturing; DON J. 
PEEPS, chief engineer, was advanced 
to vice president in charge of engineer- 
ing; JOHN M. ROBINSON, treasurer, 
was elected vice president and treasurer; 
FRANK R. PITT, the company’s legal 
counsel, was named secretary; and R. 
MILES BOOTH, member of the treasur- 
er’s staff, was appointed assistant secre- 
tary-treasurer. 

Mr. Delger joined DeVilbiss in 1946 
after service with an Eastern firm as a 
consulting management engineering su- 
pervisor. Mr. Peeps entered the com- 
pany’s employ in 1928 as a factory work- 
er, becoming chief engineer in 1944. Mr. 
Robinson joined DeVilbiss in 1946 as 
treasurer, with a background of factory 
accounting and public tax and accounting 
work. Mr. Pitt is legislative chairman of 
the National Paint, Varnish and Lacquer 
Association. 


JOHN JEPPSON, assistant secretary 
and a director of Norton Co., Worcester, 
Mass., has been appointed works man- 
ager of the company’s Abrasive Division, 


y 


(Left to right) F. E. Smith, B. B. Button, D. F Seymour, W. R. Swift, and C. L. Hodgins 


\\S 
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according to an announcment by Milton 
P. Higgins, president. 

Mr. Jeppson was formerly superin- 
tendent of Norton’s newest manufactur- 
ing unit, Plant 7. In his new position, 
he will report directly to Andrew B. 
Holmstrom, vice president and general 
manager, Abrasive Division. 

FRANK G. GIFFORD, manager of 
wheel plants, has expanded his responsi- 
bilities to include all the maufacturing 
operations in Plant 7 previously under 
the separate management of Mr. Jeppson. 

JOHN R. BERGMAN has been named 
superintendent of Plant 7, reporting to 
Mr. Gifford. Mr. Bergman has been as- 
sistant superintendent of Plant 7 since 
it was opened in 1948. 


Drew & 
New 


ye. F. 
ey, EMC 5 
York, N. Y., has 
appointed DR. 
GEORGE ZINZA- 
LIAN as sales 
manager of its 
Technical Products 
Division. 

Associated with 
the Drew organiza- 
tion for over 16 
years, Dr. Zinza- 
lian will direct the 
activities of the 
Technical Products 
Division and the 
Textile and Leath- 
er Oils Depart- 
ments. 


Dr. George Zinzalian 


Expansion in the sales and development 
activities of CMC, Hercules Powder Com- 
pany’s cellulose gum, has brought about 
two new assignments in personnel at 
Wilmington, Delaware. LELAND H. 
BURT has been named supervisor of 
CMC development and WERNER C. 
BROWN, supervisor of CMC sales. 

Mr. Burt has been CMC product super- 
visor since 1946. He became associated 
with Hercules in 1943, and has been close- 
ly connected with the CMC development 
and sales program. 

Joining Hercules in June 1942 as a 
chemist at the Experiment Station, Mr. 
3rown spent several years at the Hercu- 
les-operated Sunflower Ordnance Works 
in Kansas, returning to the Station in 
1945 as a member of the Cellulose Pro- 
ducts group. In April 1947 he became a 
supervisor of the Station Cellulose Pro- 
ducts Division. 
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Carl Bauer, industrial sales manager of 

Standard Varnish Works, New 
York, has announced the appointment of 
HUGH C. CRAW- 
FORD to the posi- 
tion of industrial 
sales promotion 
manager. 

Mr. Crawford 
has been active in 
the industrial fin- 
ishes industry for 
many years and 
has held several 
important posi- 
tions in sales and 
Management. His 
efforts will be di- 
rected toward en- 
larging the sales of 
Standard’s line of 
general industrial 


finishes. Hugh C. Crawford 


ERNEST 8S. KOPECKI has recently 
joined the Pennsylvania Salt Manufac- 
turing Company as a sales service rep- 
resentative in the Special Chemicals De- 
partment, Joseph J. Duffy, Jr., manager 
of the department, has announced. 

Mr. Kopecki comes to Pennsalt with 
extensive experience in the field of metal- 
lurgy, having earned his degree of Bach- 
elor of Science in Chemical Engineering 
at Marquette University and his Master’s 
Degree in Metallurgy at Carnegie Insti- 
tute of Technology. 


L. O. Koven & Brother, Inc., Jersey 

City, N. J..manufacturer of tanks, special 
process equipment and weldments, an- 
nounces the ap- 
pointment of 
KENNETH H. 
MacWATT as di- 
rector of engineer- 
ing sales of the 
Koven organiza- 
tion. Mr. MacWatt 
succeeds W. D. 
Birch who resigned 
to assume more 
control of his many 
outside interests. 

Mr. MacWatt is 
a graduate of 
Stevens Institute 
of Technology witb 
a degree of Me- 


chanical Engineer. Kenneth H. MacWatt 
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GEORGE A. BRINER, founder and 
president of the Briner Paint Manufac- 
turing Co. Corpus Christi, Texas, recently 
announced the incorporation of the com- 
pany and election of JAMES M. HAM- 
MOCK as vice president for sales and 
JOHN W. NEE, vice president and tech- 
nical director. 

The company, organized in 1939, has 
been operated by Mr. Briner, a man well 
known to the paint industry for the past 
forty years. 

Mr. Hammock, because of his long and 
successful sales experience in the indus- 
try, is well qualified to supervise the sales 
activities of the corporation in his new 
post. 

John W. Nee, who recently resigned as 
technical director of the Napko Paint & 
Varnish Works, Houston, has spent 21 
years in the protective coating industry. 
He is a member of the American Chemical 
Society, the American Institute of Chem- 
ists, and the National Association of Cor- 
rosion Engineers. 

Almeda K. Briner is secretary of the 
corporation. 


The Chemical Corp., Springfield, Mass., 
has announced that JOHN KOSMOS, a 
member of the Electrochemical Society 
and the American Electroplaters’ Society, 
has joined its staff as technical service 
man, heading its new laboratory and 
available for consultation on the metal 
finishing problems of its customers. 

Mr. Kosmos has been actively engaged 
in material control, process control, 
metallurgy, and metallography with 
such companies as Pratt & Whitney and 
Underwood. His educational background 
includes studies at the School of Tech- 
nology at City College, New York, Con- 
necticut School of Engineering, and a de- 
gree in engineering from Trinity College. 
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Geo. A. Briner (left), James 
M. Hammock, John W. Nee 


Appointment of JOHN 
H. WEEKS to the newly 
created position of direc- 
tor of personnel relations 
of the Glidden Company 
has been announced by 
D. P. Joyce, president. 

Mr. Weeks, who has 
been serving Glidden as 
personnel director, will 
combine in his new capa- 
city the offices of the per- 
sonnel and industrial re- 
lations departments. 


At the annual meeting of directors, E. 
O. Robson, president of Midland Indus- 
trial Finishes Co., Waukegan, IIl., an- 
nounced that G. E. BATZEL and M. A. 
GLAZER have been elected vice presi- 
dents of the Company. 


M. A. Glazer, G. E. Batzel 


During the past four years Mr. Batzel 
has served as general manager and Mr. 
Glazer as technical director, and they 
will continue in these capacities. 


The NEW YORK BRANCH of the 
AMERICAN ELECTROPLATERS'’ 
SOCIETY will hold its Annual Educa- 
tional Meeting (2:00 p.m.) and Banquet 
(7:00 p.m.) at the Hotel New Yorker on 
Saturday, February 25, 1950. The educa- 
tional program will include papers on: 
“The Bright Dipping and Chemical 
Polishing of Metals,’’ by Dr. Walter B. 
Meyer, president, Enthone, Inc., New 
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Haven, Conn.; ‘Galvanic Corrosion as 
Related to Electrodeposited Coatings,”’ 
by The International Nickel Company, 
Inc., New York, N. Y.; ‘‘Barrel Plating,’’ 
by Leonard A. Chesworth, chief chemist, 
United Car Fastener Corp., Cambridge, 
Massachusetts. 


The FIFTH ANNUAL EDUCATION- 
AL SESSION and dinner dance of the 
DAYTON BRANCH of the A.E.S. will be 
held at the Hotel Biltmore on Saturday, 
February 25. 

The educational session, beginning at 2 
p.m., will feature the following papers: 
“Control of Plating Solutions by Hull 
Cell’”’ by Jack Winters, R. O. Hull & Co., 
Cleveland; ‘‘Inside Story of Buffing 
Compounds and Buffing Wheels’’ by H. 
M. McAleer, president of the Formax 
Manufacturing Corporation; and ‘‘F’ax 
Film Method of Comparing Surfaces,’’ by 
R. W. Cook, president, Fax Film Corp., 
Cleveland. 

The Toulmin Award and the Dayton 
Award will be presented at this session, 
and the award to the winner of the high 
school contest for the best essay on ‘‘How 
Plating Affects Our Daily Lives’ will 
also be given. 

A dinner at 6:15 will be followed by a 
floor show and dancing. William J. Neill, 
first vice president of the A.E.S., will 
serve as honorary chairman. 

Tickets, at $5.00 each, may be obtained 
from Paul Geske, 41 S. Bromfield, Day- 
ton, Ohio. 


THE PAINT AND VARNISH EX- 
CHANGE CLUB, INC., New York, N. Y., 
will hold its regular meeting on Tuesday, 
February 14, in the Taft Room of the Taft 
Hotel at 7 p. m. 


The 38th ANNUAL EDUCATIONAL 
SESSION AND BANQUET of the 
CHICAGO BRANCH, AMERICAN 
ELECTROPLATERS’ SOCIETY, held in 
the Stevens Hotel on January 14, com- 
bined an instructive educational session 
with a most entertaining social program 
and served as an excellent indication that 
the A.E.S. National Convention to be held 
in Chicago in 1952 will be one of the out- 
standing conventions of the Society. 

Among the many visitors from other 
cities were William J. Neill, A.E.S. first 
vice president, M. R. Caldwell and F. K. 
Savage, past presidents of the A.E.S., 
and many other branch officers and mem- 
bers from Milwaukee, Grand Rapids, 
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Rockford, Indianapolis, and St. Louis. 

The well-attended education session, 
directed by Dr. J. H. Monaweck, librarian 
of the Chicago Branch, included talks by 
R. O. Hull, R. O. Hull & Lo., Cleveland; 
Dr. B. Knapp, International Nickel Co., 
New York; and Dr. William Blum of the 
National Bureau of Standards. 

Mr. Hull discussed ‘‘Factors Affecting 
Throwing Power,’’ mentioning in the 
course of his discussion the difference be- 
tween throwing power and covering 
power (the lowest current density at 
which a deposit can be obtained), and il- 
lustrated his discussion by means of 
sample Hull Cell panels and graphs 
showing the results of some of his in- 
vestigations. 

He discussed in some detail a chrome 
plating difficulty known as ‘‘smears,’’ 
generally caused by plating over “rain- 
bows’’, and pointed out some of the rea- 
sons for passive nickel surfaces and ways 
to reactivate them. Through the use of 
the Hull Cell in connection with the study 
of throwing power of the chromium plat- 
ing solution, it was found that a varia- 
tion of the sulfate ratio would eliminate 
rainbows and smears. Stray currents, 
one source of difficulty, can be eliminated 
by proper electrical control of the bath 
or by insulation of one area of the bath 
from another through the use of dia- 
phragms. One cause of difficulty was cited 
as the attack by chrome spray and 
solution on nickel as it is being lowered 
into the chromium plating solution. 

Mr. Hull pointed out the value of the 
Woods acid nickel bath when used as 
a strike prior to bright nickel in place 
of the usual cyanide copper strike. This 
bath finds increased value in plants 
plagued with cyanide disposal problems 
because, by substituting the Woods bath 
for the cyanide copper bath, the cyanide 
disposal problem is solved. 

Dr. Knapp illustrated his talk on the 
“Effect of Copper Under Nickel on Salt 
Spray Resistance’”’ of the plate with many 
slides showing data in the form of charts 
and photographs of test panels. Some of 
the results of the investigation seem to 
indicate that: (1) copper under nickel 
plate produces a combination which has 
less resistance to the action of salt spray 
than does the nickel alone; (2) a copper 
film under the nickel is beneficial in the 
carbon dioxide-saturated hot water test; 
(3) a very thin flash coating of copper 
under the nickel seems beneficial, but on 
prolonged exposure causes the nickel to 
break down sooner than it should. 

Dr. Blum spoke on the subject, ‘‘New 
Directions in Research,’’ and expressed 
his opinion that plating research at the 
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Fig. 1—Speakers at the Chicago meeting are 
(left to right); R. O. Hull, R. O. Hull & Co.; 
Dr. William Blum, National Bureau of Stand- 
ards; Dr. B. Knapp, International Nickel Co. 


present time is approaching the end of 
the possibilities for development because 
the various means of investigation (the 
“tools”? of the research worker) have 
pretty well been exploited to the limit. 
Therefore, Dr. Blum outlined some of the 
ways in which future progress might be 
accomplished and these included: (1) the 
development of new tools for research; 
(2) the investigation and practical ap- 
plication of new metals to supplement 
the metals now being plated; (3) the use 
of radioactive tracer techniques in plat- 
ing research (see page 42 of this issue of 
PRODUCTS FINISHING); (4) the use of 


Fig. 2—A view showing some of the members and guests at the banquet following the 
Annual Meeting of the Chicago Branch, A. E. S. 

















X-Ray to study crystal forms and struc- 
tures; (5) the development of electron 
microscope techniques to study plating 
problems; (6) the use of the Spectro- 
scope; (7) the use of the Oscillograph to 
study potentials and currents; and (8) 
the use of organic electrolytes to prepare 
solutions from which various metals can 
be plated. 

Dr. Blum said that he believed almost 
every metal now known to science could 
be electrodeposited if the proper condi- 
tions could be established, and he men- 
tioned the possibility that in electrode- 
positing some of the rare metals, proper- 
ties of the metals not now realized might 
be secured. 

During the educational session, Wil- 
liam C. Geissman, general chairman of 


Fig. 4— Some promi- 
nent members of the 
Chicago Branch, may 
be seen in this photo, 
among whom are: 
Clyde Kelly (extreme 
left), Dr. J. H. Mona- 
weck, branch libra- 
rian and chairman of 
the Annual Educa- 
tional Session, and P. 
P. Glab, branch pres- 
ident (extreme right). 


(PRODUCTS 
FINISHING 
Staff Photos) 
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Fig. 3—Shown in this photo 
are: (left to right, facing 
camera) W. C. Dietrich, ad- 
vertising manager of ‘‘Plat- 

: . Hull, Dr. B. 

Dr. William Blum; 
(center, with backs to cam- 
era) William J. Neill, first 
vice president, A. E. S., and 
M. R. Caldwell, a past presi- 

dent of the A. E. S. 


the 1949 Convention and 
now a member of the 
Rockford Branch, invited 
all those in attendance to 
be present in Rockford on 
March 18 for the annual 
meeting of that Branch. 

Phil J. Ritzenthaler of the Milwaukee 
Branch issued a similar invitation to the 
annual meeting of that Branch, to be held 
on April 29. 

The banquet following the educational 
session was attended by some 950 mem- 
bers and guests. The accompanying 
photographs show some of those who en- 
joyed the excellent dinner and entertain- 
ment program. 

The Chicago Branch Banquet Commit- 
tee, under the leadership of R. J. Hazu- 
cka, consisted of C. Kocour, R. Ledford, 
H. A. Gilbertson, N. Longfield, C. Kelly, 
P. P. Glab (president), Dr. J. H. Mona- 
weck (librarian), W. Carter, L. George, 
W. Zinn, and J. M. Andrus (secretary- 
treasurer), who are certainly to be con- 
gratulated on a successful meeting. 
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Five-Cylinder Plating Barrel Unit 


Daniels Plating Barrel and Supply Co., 
129 Oliver St., Newark 5, N. J., has in- 
troduced a five-cylinder plating barrel 
unit having a common steel tank of 
double-welded steel construction, with 
or without rubber lining. The cylinders 
are made of either standard heavy re- 
inforced Bakelite, molded rubber, or HT 
lucite. A feature of the machine is a 
newly designed ratio lift. 

The unit can be fitted with two flanged 
overflows for maintaining solution levels 
and with flanged fittings for constant 
filtering lines. 


LC — ae 


rr 
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According to the manufacturer, advan- 
tages of the machine include: extremely 
high production, simplified filtration of 
solutions, great ease in handling work, 
efficient, rapid plating, and reduced 
maintenance by reason of the single mo- 
tor drive. 


Coating-Thickness Gage 
A special purpose Magne-Gage for 
measuring the thickness of nickel coat- 
ings on iron or steel in the range of 0.001 
to 0.0045 inch, by magnetic means, with- 
out injuring the coating or base metal, 


Five-Cylinder Plating Barrel Unit 
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Coating-Thickness Gage 


the American 
Silver Spring, 


announced by 
Co., Ine., 


has been 
Instrument 
Maryland. . 

The thickness range is beyond that of 
the standard Magne-Gage (which meas- 
ures thickness of nickel coatings on iron 
or steel from 0 to 0.002 inch) and cannot 
be supplied on gages having other cali- 
brations. 


Mitchell Variable Speed 
Polishing Lathe 


Including an instant-safety foot brake 
and a unique split spindle, the Mitchell 
Variable Speed Polishing 
Lathe has been introduc- 
ed by Frederic B. 
Stevens Inc., Detroit 16, 
Mich. Finger-tip variable 
speed control, from 1500 
to 3000 r.p.m., permits a 
work variation from cut 
and color to satin finish- 
ing with no lost motion or 
delay. 

According to the manu- 
facturer, wheel and buff 
inventories can be mini- 
mized since the same 
variable control of peri- 
pheral speeds makes it 
possible to get the maxi- 
mum use value out of 
every inch of wheels or 
buff. 

Models No. 3-VSD with 
3 h.p. motor and No. 5- 
VSD with 5 h.p. motor 
will take up to 4-inch 
faced wheels, and No. 
7%-VSD with 7% h.p. 
motor will handle up to 6- 
inch faced wheels. 


Mitchell Variable Speed 
Polishing Lathe 
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Base XC 14 Dual Purpose 
Lacquer 


A dual purpose lacquer, known as Base 
XC 14, for use on both cellulose acetate 
and cellulose acetate butyrate, has been 
developed by the United Lacquer Manu- 
facturing Corp., Linden, N. J., and 
Everett, Massachusetts. 

Base XC 14 is available in a clear finish 
or in colors in any desired sheen, and 
will air dry in a few minutes. 


Paint Spraying Mask 

For volume precision spraying of paint 
or lacquer on molded, cast, or stamped 
products of metal, plastic, and so on, an 
electroformed paint spraying mask is 
available from the Vertrod Corp., 17 
Williams Ave., Brooklyn 7, New York. 

By an eletrolytic process a strong shell 
is produced which accurately fits over the 
object to be processed. Designated areas 
are cut out of the shell to permit the paint 
or lacquer to pass through. Repeated 
spraying in these areas can be done with- 
out fogging or other defects, it is claimed. 

Smaller objects can be volume _ pro- 
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Electroformed paint spraying mask and doll 
prior to spraying 


duced in multi-cavity panels; by a series 
of progressive steps, and multi-color 
work can be done by inexperienced labor. 


Marschke Buffing and Polishing 
Machine 


The Vonnegut Moulder Corp., 1819 
Madison Ave., Indianapolis 25, Ind., has 
announced its Marschke Buffing and 
Polishing Machine. Designed with the 
‘“‘underslung spindle,’’ the following ad- 
vantages are claimed for the unit: 

Unusual rigidity of a relatively long, 
thin spindle is provided because the bear- 
ing support is entirely above the spindle. 
With this construction neither depth nor 
width of the overarm need be restricted; 
it may be as massive as required to ob- 
tain proper support for the end 
bearings, and these bearings 
may be located immediately 
adjacent to the wheel flanges 
with minimum spindle over- 
hang. 

There are no structural inter- 
ferences for spacing other bear- 
ings to best advantage along the 
underside of the bearing sup- 
port or for locating the motor 
and power transmitting details. 

The design and method of 
manufacturing the frame pro- 
vides maximum dependability of 
accurate bearing alignment, as 
well as strength and rigidity. 

Longer and larger bearing 


Marschke Buffing and Polishing 
Machine 
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support arm can be furnished for longer 
spindles to meet special requirements. 

The design of the unit provides com- 
plete freedom of operating action by elim- 
inating all interferences under the spin- 
dle between the wheels and side walls of 
the base. 

The Marschke Buffing and Polishing 
Machine is made with one and two spin- 
dles in various sizes with motors ranging 
from 1 to 30 horsepower. 


Hoffman Scratch Hardness 


Tester 

A pocket-size tester that fills the need 
for an easy-to-handle small instrument 
for testing scratch hardness and adhesion 
of industrial product finishes has been 
designed by E. E. Hoffman of the Indus- 
trial Finishes Division, National Paint, 
Varnish and Lacquer Association, 1500 
Rhode Island Ave., N. W., Washington 
5, D. C. Because its reliable lever sys- 
tem reduces friction to one pivot, the 
instrument provides dependable deter- 
minations of the pressure on the scratch- 
ing tool. 

The scale of 
from 0 to 20; 


the tester is graduated 
each division equals 100 
grams, permitting readings up to 2000 
grams with a standard rider (weight) 
and up to 3750 grams with two standard 
riders. 

For testing scratch hardness, all four 
wheels of the instrument are placed on 
the finished panel or surface and drawn 
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Drawing shows Tester being drawn 
from left to right. Tester follows roll- 
er carriage. 


in a straight line across the 

film, using sufficient downward 

pressure to keep the wheels in 

contact with the surface. The 
scratching tool must follow, 

never precede the carriage. 

Tests are repeated, increasing 

or decreasing the weight on the 
scratching tool, until a just per- 

ceptible mark is made. Or, the 

size and character of the mark 

on various finishes with the 

same load on the scratching tool are com- 
pared. The surface must be reasonably 
level, but it is not necessary to use a level 
on it. 

For testing adhesion, the same _ pro- 
cedure is followed, but the weight on the 
scratching tool is increased until it breaks 
through the finish film and exposes the 
base surface. At this point the adhesion 
reading is noted. 

To facilitate easy carrying, the instru- 
ment is dismantled into four parts: the 
carriage with pivot member and scratch 
tool; the beam; the standard rider; and 
the small rider. 

A small rider is supplied to be used 
in combination with the standard rider 
to provide determinations of load read- 
ings with greater ease and accuracy. 

The tester evaluates dried finishing 
films, and ensures dependable deter- 
minations in control testing, it is stated. 





Strippable Coating SP-13 


Designed expecially to provide a tem- 
porary protective coating on enameled, 
lacquered, and plastic parts, a strippable 
coating has been announced by Fidelity 
Chemical Products Corp., 470 Frelinghuy- 
sen Ave., Newark 5, New Jersey. 


The strippable coating, designated as 
SP-13, is said to be a water dispersion 
compound of film-forming materials. The 
product does not contain volatile solvents. 
The dry film is non-flammable in char- 
acter, elastic, tough, abrasive resistant, 
strongly adherent, yet subject to removal 
by a steady pull, the manufacturer states. 
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The coating material is shipped as a 
liquid and may be applied as received, 
by spraying with suitable spray guns. It 
is recommended that an atomizing pres- 
sure of 60 p.s.i. be used together with just 
enough pressure on the liquid to bring the 
material to the spray gun. For optimum 
results, SP-13 should be sprayed on the 
parts or panels to be protected, after 
which the panels should be dried at 140- 
150 deg. F. for about 15 minutes. A com- 
parable film strength can also be attain- 
ed through air drying for an hour if the 
film is permitted to remain on the panel 
at least 48 hours prior to peeling. 

SP-13 is a light cream colored liquid 
with good stability, neutral pH, and a 
specific gravity of 1.28. The material con- 
tains 45-50 per cent solids, and, at a film 
thickness of 0.003 inch which is satisfac- 
tory for most purposes, approximately 300 
square feet of surface may be covered 
with a gallon. The material must be pro- 
tected from freezing and from heat, 
should be stored at room temperature 
(65-70 deg. F.), and should be used within 
60 days after delivery, the manufacturer 
advises. 


Voland Pocket Balance 


Designed for field work of all kinds, an 
analytical balance known as the Pocket 
Balance has been introduced by Voland 
& Sons, Inc., New Rochelle, N. Y. An 
extremely sensitive weighing instrument, 
it is two-thirds the bulk of conventional 
models, is considerably lighter, and has 
been designed with rounded corners. It 
has a capacity of 20 grams, and can weigh 
up to 200 milligrams without small 
weights. 
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Similar to large models, the Pocket 
Balance can be adjusted in the same way 
as ordinary analytical balances by turn- 
ing the adjusting nut at the right end 
of the beam, which beam is graduated 
and carries a rider. The sensitivity is 2 
milligrams. 

According to the manufacturer, an ad- 
ditional feature cf the instrument is that 
its pans hang from fine jewelry chain 
instead of string. 


*““Kem-Ban”’ 

Specially designed to meet the demands 
of myriad maintenance coating and pro- 
duction-finishing applications throughout 
the manufacturing, metal-working, 
chemical processing, and finishing indus- 
tries among others for effective protec- 
tion of exterior surfaces exposed to at- 
mospheric and other corrosive conditions, 
a new rust-inhibitive, protective-coating 
compound is announced by Ace Labora- 
1614 Coutant Ave., Lakewood 7, 
Ohio, producer of specialty finishing ma- 


tories, 





TWENTY-SEVEN YEARS OF QUALITY 


BUFFING and POLISHING 
COMPOUNDS 


for all types of metals 
CUTTING, CUT AND COLOR, 
AND MIRROR-FINISHING 
COMPOUNDS 


EASY WASH 


in cake and dip form 


QUALITY — PRICE — SERVICE 


HARRISON & COMPANY, INC. 


Haverhill, Massachusetts 
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Voland Pocket Balance 


terials, adhesives, coatings and 
industrial organics. 

This new _ multi-purpose 
paint, called ‘‘Kem-Ban, ' is 
specially selected copolymer as the bind 
er and incorporates certain key rubber 
derivatives as plasticizers. The formula- 
tion is said to provide both effective rust- 
inhibiting action and excellent resistance 
to acids, alkalies, chemical fumes, mois- 
ture, salts and w'cohols. 


paints, 


protective 
based on a 


Applied by spray, dip or brush meth- 
ods, Kem-Ban dries in from 20 to 30 min- 
utes. The resultant coating is a fire-re- 
tardant film of uniform thickness and 
high hardness, yet of sufficient elasticity 
with the expansion brought 
about by temperature changes.* Conse- 
quently, the ccating produced will not 
check, peel, or crack, it is said. Depending 
upon film thickness desired, the material 
can be reduced for application from 20 to 
50 per cent with ordinary turpentines. 


to cope 


Please mention PRODUCTS FINISHING when 
writing to advertisers. Your courtesy and co- 
operation will be appreciated by the adver- 
tiser and the publisher of this magazine. 
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“Paw was so taken up with Ferro’s new Hammeroc 
Finish on them gadgets, he bought Lem Hawkins out.” 


Everyone is enthusiastic about Ferro’s easy-to-apply Hammeroc Finish! Produced with a 
single spraying, this exceptional hammered finish holds a uniform pattern on pieces of 
any size—no splatter coat, thinner or special spray gun is required. Hammeroe pro- 
vides excellent coverage and superior hiding properties in a wide variety of colors. Too. 
heat-resistant Hammeroc is available for special applications. Baking Time: 20 minutes 
at 300° F — optional schedules available for special requirements. 


Remember, Ferro Is Set Up to Provide Complete Organic Coatings 
Service. From the Development of Diversified Protective Coatings 
... fo the Designing and Installing of Efficient Finishing Oven Systems. 


PERRO S'S S282" 


4150 East 56th Street - Cleveland 5, Ohio 
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Mercury Thermal System 


A 1200 deg. F. Mercury Thermal Sys- 
tem for applications which require meas- 
urement and control of temperatures 
above 1000 deg. F. is now being offered 
by the Taylor Instrument Companies, 95 
Ames St., Rochester 1, N. Y. Gas-fired 
ovens, glass annealing ovens, high tem- 
perature blanchers, and the measurement 
of exhaust gases are a few of the many 
applications which this system will ac- 
curately serve, the manufacturer states. 

Outstanding features of the unit in- 
clude a newly developed Bourdon type 
spring, type 347 stainless steel thermal 
element, compensation for varying case 
and ambient temperatures, and uniform- 
ly graduated charts. 


Eclipse Extension Spray Gun 


An extension spray gun for industrial 
maintenance painting capable of reach- 
ing to the second-story level has been 
developed by the Eclipse Air Brush Co., 
390 Park Ave., Newark 7, N. J. Offered 
in lengths at 2-foot intervals from 4 to 
2 feet, the gun is light in weight, a 6- 
foot extension weighing only 4 pounds, 





YOUR SIGNAL! 
9-8-7-0 
Clear Metal Lacquer 


000 POR... 
SILVER, CADMIUM, ZINC, 
COPPER, BRASS, ALUMINUM 


Outstanding 


- Adhesion to metal surfaces 
. Resistance to sulfur tarnish 
. Resistance to oxidation 

. Resistance to perspiration 
. Resistance to abrasion 


Pale in color. Takes 100-200% 
Dries under 15 minutes. 


A premium product—priced at ordinary 
lacquer levels. 


The Varnish Products Company 


5208 Harvard Avenue Cleveland, Ohio 


reduction. 
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Eclipse Extension Spray Gun in use 


and can accommodate any sprayable fluid 
from light paints to heavy asphaltic com- 
pounds. 


Black & Decker 7-Inch Junior 
Sander 


The Black & Decker Mfg. Co., Towson, 
Md., has announced a new lightweight 
portable electric tool, the 7-inch Junior 
Sander, designed especially for service in 
shops requiring only intermittent sander 


use. Recommended for light sanding, 
metal finishing, touchup body work, re- 
moving rust, and similar light-duty oper- 
ations, the 7-inch Junior Sander is a side- 
handle model with a convenient reversi- 
ble auxiliary side handle for either right 
or left handed use. The tool is rugged 
but light, weighing only 8 lb. Housings are 
aluminum castings, and heat-treated 
gears and grease-sealed ball-bearings are 
used throughout. The no-load spindle 
speed is 3500 revolutions per minute. 
This new sander is equipped with a 
convenient spindle locking pin for speedy 
changing of sanding discs and other at- 
tachments. Other standard equipment in- 
cludes a 7-inch molded rubber pad, three 
7-inch sanding discs (1 coarse, 1 me- 
dium, 1 fine), clamp washer, and 3-con- 
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LET US SHOW YOU 


HOW TO SAVE Money 
In FINISHING YOUR PRODUCTS 


As experts with many years of 
experience Young and Bertke 
engineers can show you how 
to effect substantial savings in 
your finishing department. 


We design, manufacture, and 
install finishing systems, 
ovens, spray booths that will 
do the best possible job for 
you at the lowest cost. 


This is no idle boast. Your best 
guarantee of our ability to help 
you is our record of saving 
among leading manufacturers 
where we have installed fin- 
ishing systems recently. Let us 
show you how we can help 
you, too. We would like to con- 
sult you on your ovens, spray 
booths, fume, dust removal or — 
complete finishing systems. 





OVENS — SPRAY BOOTHS — FINISHING SYSTEMS 


1126 BUCK STREET CINCINNATI, OHIO 
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Black & Decker 7-Inch Junior Sander 


ductor cable and plug. It is powered by 
a Black & Decker universal motor for 
operation on alternatingor direct currents 
and is available for 115 or 220 volts. On 
special order 125 or 240-volt motors can 
be supplied. 


Protective Coating 


A removable protective vinyl coating 
designed to prevent corrosion, scratch- 
ing, or abrasion of metals during produc- 
tion, assembly, shipping, or storage has 
been introduced by Specialty Coatings 
Laboratory, 1721 N. Water St., Milwaukee 
2, Wisconsin. 

The coating is custom-formulated to 
meet specific end uses, such as masking 
or stop-off lacquers and protective films 
for polished metals. For the latter appli- 


cation, a corrosion-inhibitive composi- 
tion has been developed to retard under- 
film corrosion, the manufacturer states. 

The coating is applicable by spray, 
brush, or dip methods and is available in 
clear and a variety of colors, both trans- 
lucent and opaque.A sprayed coating has 
a coverage of 250 to 300 square feet per 
gallon per mil thickness. It can be air- 
dried or force-dried to provide a high 
degree of protection against weather, 
corrosive elements, ageing, and abrasion. 
The coating can be peeled off whenever 
desired, leaving a clean dry surface, or 
it can be obtained in an adherent type 
for permanent protection. 


Mixed Bed Demineralizer 
Mixed Bed (cation- 
anion) Demineralizing equipment has 
been announced by the Illinois Water 
Treatment Co., Rockford, Ill. According 
to company Officials, the Illco-Way mixed 
bed unit produces a chemically pure 
water containing less than one part per 
million total solids, having a pH of 7 
and resistances of over 10 million ohms 
per cubic centimeter. 

Other advantages claimed for the Illco- 
Way mixed bed unit are that it requires 
less regeneration time, less’ installa- 
tion space and a lower initial investment 
than two or four-bed demineralizers. 


Development of 


Dry-Flo 

National Starch Products, Inc., New 
York, N. Y., has announced a hydropho- 
bie derivative of corn starch which is now 
available for product research and de- 
velopment. Called Dry-Flo, it is a finely 
divided powder with a silky texture, free- 
flowing to the extent that in many ways 
it behaves like a liquid. The presence of 
the hydrohobic groups makes Dry-Flo 





FELT DOES IT BETTER 


Paramount Brand 





FELT WHEELS 


@ Quality 
Order PARAMOUNT BRAND Felt Wheels 
from your supplier. 

whenever you need them. 


BACON FELT CO. 


‘America’s Oldest Felf Manufacturer" 
Send for our Complete Catalog 


e Better Work = e Uniformity 


Also, bobs and sheets 


WINCHESTER, MASS. 
Established 1824 
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Nickel plated steel scissors stripped clean and bright without attack. 


Developments 


For Metal Finishing 


METAL STRIPPER ‘‘A’’ — An alkaline chemical - ae INHIBITOR 9—A new 
stripper for removing coatings of nickel, ‘ : r inhibitor for both hydro- 
copper, zinc, cadmium and silver from } ue chloric and gulphurie 
steel without any attack upon the steel. ie acids for pickling of steel 
Excellent for removing plated coatings te without attack. Saves acids. 
as well as surplus metal from brazing f : Also inhibits against hydro- 
or welding. gen embrittlement. 

CLEANER $-61—A new alkaline soap- ; NYLON ANODE BAGS—New ny- 
type cleaner that is remarkably lon anode bags for nickel, copper, 
effective even at temperatures silver and other plating solutions. 
as low as 150° F. for removal Made to specifications. 
of oil, grease, and bu'‘fing ““SURPREP’’—A new phosphating type 
compounds from copper : cleaner for rapid removal of rust, oil 
and steei. and grease from large objects. Can be 

EBONOL ‘‘S-30"’ — A new applied by brushing, wiping or spray- 
quick blackening proc- ing. 
ro ar ae Write for New Bulletins on these Products 
coatings in five 
minutes. 


e Fast action of SURPREP 
on oily steel 





Enthone... 


442 Elm Street, New Haven, Conn. 
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extremely difficult to wet with water 
under ordinary conditions; it can be wet 
with water if a wetting agent is used or 
if the dry material is first wetted with 
alcohol or other water-miscible solvents. 

Potential applications listed by the 
manufacturer include: flatting agent in 
lacquers, detackifying agent for rubber 
articles formed by the dip method, pre- 
vention of sticking of viscous materials 
to container walls, lubricating agent, and 
so on. 


Improved ““Tumb-L-Matic”’ 
Tumbling Machine 


A new and improved tumbling machine 
has recently been announced by the Lu- 
pomatic Industries, Inc., 4510 Bullard 
Ave., 
of ‘‘Tumb-L-Matic”’ processes, equipment 
and supplies. One of the main improve- 
ments over former models is the mount- 
ing of the bearings on the raised frame 
for positive direct support of all drive 
mechanisms. Ball bearing equipped 
throughout, the shaft housings are now 
supported by the frame itself, thus pro- 
viding an even more rugged and sub- 


New York 66, N. Y., manufacturer 
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added to your zinc plating 
solution will: 


1. Precipitate heavy metal 
impurities. 

2. Increase the life of your 
brightener. 

3. Improve the luster of 
your deposit. 


It is compatible with the brightener you 
are now using. 


Order on trial and approval 


Sulphur Products Co. 


Greensburg 6, Pa. 
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Improved ‘‘Tumb-L-Matic’’ Tumbling Machine 


stantial construction. Chain gear drive 
with constant speed motor assures an un- 
varying steady power at all times, an es- 
sential factor in all tumbling processes. 

When a change of work calls for a dif- 
ferent speed, the unit can be readily con- 
verted to the speed required. All parts of 
the machine are readily accessible for 
easy lubrication and simple maintenance. 
This model is especially designed to han- 
dle such ‘*Tumb-L-Matic’’ processes as 
deburring, definning, cutting, smoothing, 
polishing or surfacing metals for plating, 
or subsequent finishing operations. 


° 
Vinyl-Cote 

Called Vinyl-Cote, an impervious 
chemical tank lining which does not blis 
ter or peel has been introduced by The 
Glidden Co., 11001 Madison Ave., Cleveland 
2, Ohio. Field tests show that it combats 
corrosion and withstands salt water, al 
kalies, acids, and corrosive gases and 
fumes. 

Not specified for some applications, it 
is said to be readily soluble in the ketone 
and ester group of solvents, and its resin 
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'« LOWER COST 
FINISHING 


Users of Hammond Junior Automatics 
report 3 to 7 times faster finishing than 
hand methods. The Operator merely loads 
and unloads the machine, result... . 
faster, better and more uniform finishing, 
more pieces per hour with less operator 
fatigue. 

SEND SAMPLES: Send us one finished and several 
rough samples. You will receive a complete En- 
gineering Report and Production Analysis 
without obligation. 





of KALAMAZOO 
Good Machinery Since '82 


1622 DOUGLAS AVENUE * KALAMAZOO, oe U. S. A. 
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films will not withstand operating tem- 
peratures above 180 deg. Fahrenheit. 

Vinyl-Cote is a five-coat system, with 
each coat a different color. When the 
coat being applied completely covers the 
previous coat, the proper thickness has 
been attained. 


Controlled Oxidation Pentrate 


Heatbath Corp., P. O. Box 78, Spring- 
field 1, Mass., has developed a two-com- 
ponent black oxide process known as 
Controlled Oxidation Pentrate. One pack- 
age contains a granular mixture labeled 
Pentrate SS which is used in making up 
the original bath and also serves to re- 
plenish dragout losses. The other package 
contains compressed briquettes called 
Pentrate Brix, which are a new combina- 
tion of oxidizers, activators, and inhibi- 
tors. According to the manufacturer, 
3rix are used in very small amounts to 
maintain a constant bath strength. 

Features claimed for the process in- 
clude: oxidizing power can be controlled; 
deep jet black colors are imparted to steel 
very rapidly and the process can be op- 
erated in single or double baths at tem- 
peratures between 265 and 315 deg. 
Fahrenheit. 


for 
PLATING 
BARRELS 
With 
Outstanding 
Advantages 
And 

Most 
Satisfying 
Results! 


Contact: 


This is a DANIELS 
40 LS Type Plating 
Barrel for heavy pro- 
duction plating. 

Full details on request. 


DANIELS PLATING BARREL & SUPPLY CO. 





MANUFACTURERS & DISTRIBUTORS 
rO\\|f| ume end Polishing Equipment ond Suppiies 
129 Oliver Street, Newark 5, N. J. 


Telephone MArket 3-7450 











116 PRODUCTS FINISHING 


4 
H-VW-M Cotton Potash Brush 
Featuring cotton wicking which is an- 
chored by a twisted stainless steel base 
wire, an improved Cotton Potash Brush 





H-VM-M No. 9819-A Cotton Potash Brush 


has been developed by Hanson-Van Win- 
kle-Munning Co., Matawan, N. J. Orig- 
inally available only in a straight han- 
dle brush known as No. 9819-A, it has 
been applied to a curved handle brush 
designated as No. 9860-A. 

Advantages claimed for the brush in- 
clude: 20 per cent more cotton than 
standard; generous amount of cotton 
wicking around the end of the block; 
neatly trimmed; and stainless steel wire 
which is resistant to attack by common- 
ly used solutions. 


LITERATURE ~ 


PRODUCT 





The publications listed in this section may 
be obtained free upon written request on 
company letterhead to the manufacturers 
concerned. Your courtesy in mentioning 
PRODUCTS FINISHING when requesting 
copies of these publications will be sin- 
cerely appreciated by the manufacturer 
and the publisher of this magazine. 











‘*Where Isn’t A Finish” is the title of an 
eight-page pamphlet published by the 
National Paint, Varnish and Lacquer As- 
sociation, Inc., Washington, D. C., which 
amusingly points out where hundreds of 
finishes are encountered during the aver- 
age day. 


Mechanical Finishing. Equipment and 
methods for mechanical finishing, deburr- 
ing, polishing, Britehoning, and coloring 
various metals are described in an illus- 
trated bulletin available from the Roto- 
Finish Company, Kalamazoo, Michigan. 


February, 1959 





and youll stick 
with it after 
you use 


GREASELESS 
COMPOUNDS, like 
all MOCO compounds, 
are designed to give 


economical, efficient service 


The Mosher Company 


Chicopee, Massachusetts 
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Stevens Mitchell Variable Speed Polish- 
ing Lathe. Bulletins giving descriptions 
and specifications for Models 7%-VSD, 
3-VSD and 5-VSD Mitchell Variable 
Speed Polishing Lathe are available from 
Frederic B. Stevens Incorporated, Detroit, 
16, Michigan. 


General ‘‘Prep Products’? Brochure No. 
50-60. The Neilson Chemical Co., 6561 
Benson St., Detroit 7, Mich., has pre- 
pared a comprehensve brochure covering 
each of its many conditioning materials, 
which is available only to paint techni- 
cal, service and sales engineers, produc- 
tion Managers, process engineers, and 
paint superintendents or consultants. 
Each bulletin included covers the type 
of applications for which a specific prod- 
uct is used and gives a description of 
the material itself, the type of coating 
which is left on the various metal sur- 
faces, and other pertinent information 
concerning the material. 

Products for pre-paint treating of iron, 
steel, aluminum, terneplate, galvanized 
iron, zinc base die castings, and zinc 
plated surfaces are described, and condi- 
tions for their successful application 
specified. 


HOLLAND SAYS: 


SPEED UP 
PRODUCTION 
AT LOWER COST 


Batch Type oven in 
various sizes, includ- 
ing overhead con- 
veyor systems. Auto- 
matically controlled. 
Approved by the 
N. Y. Board of 
Standards and Ap- 
peals. 
Wide selection of 
metal finishing 

equipment on hand. 


Write for 








FREE Folder ‘‘M." 


mam J. HOLLAND & SONS, INC 


MANUFACTURERS © DEALERS 
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Despatch Water Wash Spray Booths 
are the subject of Bulletin 66 prepared 
by the Despatch Oven Co., 619 S. E. 8th 
S&t., Minneapolis 14, Minn. Specifications, 
construction features, line drawings and 
photographs are included in the four- 
page bulletin. 


Dip-Duranite. A two-color folder illus- 
trating its Dip-Duranite quick baking 
enamels for mass production metal prod- 
uct finishing can be obtained from the 
Zapon Division, Atlas Powder Co., Stam- 
ford, Connecticut. 


Metal Polishing with Backstand Belts. 
Behr-Manning, Troy, N. Y., has available 
an eight-page brochure describing its 
Metalite Cloth Belts, their features, ap- 
plications, and advantages. Drawings 
and application photographs complete 
the text. 


Diamond Chromium Chemicals. A 32- 
page handbook on chromium chemicals, 
clearly depicting their general use and di- 
versified applications in more than 17 dif- 
ferent industries, has been prepared by 
the Diamond Alkali Co., 300 Union Com- 
merce Bldg., Cleveland 14, Ohio. 

Spiral bound, of 8% x 11-inch size for 
filing, the brochure presents complete 
and concise data on bichromate of soda, 
its manufacture, and its principal uses, 
including ‘‘red dipping’’ of brass and 
other copper-base alloys following an- 
nealing; treating magnesium, tin plate, 
and aluminum to increase corrosion re- 
sistance; inhibiting corrosion in water- 
cooled or water-circulating equipment, 
and so on. 

Helpful charts and tables list conver- 
sion formulas, tank capacities, and 
graphical data. 





PROTECTIVE COATINGS 
Air dry or bake—Clear or colors 
Adhesion to Polished Metals 
Corrosion Resistant— Waterproof 
Abrasion Resistant—Flexible 
Compounded to Fit Your Application 


Specialty Coatings Laboratory 


1721 NORTH WATER STREET 
MILWAUKEE 2, WISCONSIN 
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Ours is a self-sustaining 
solution, working from 
anodes. Gives excellent 
results in plating con- 


nectors, wave-guides and 


other electronic equip- 
ment where specified. 


We make the anodes, too. 


Dike E CALM 


113 ASTOR ST.. NEWARK 5, N. J. 
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Production Bulletin No. 9, describing 
and illustrating the Production Type A 
Polishing Machine for polishing, finish- 
ing, buffing, and sanding rods, bars, and 
tubes, has been issued by the Production 
Machine Co., Greenfield, Massachusetts. 


Dampney Silicone Coating Aluminum, 
a protective surfacing for metal exposed 
to heat or weather, is thoroughly de- 
scribed in Bulletin 1570 released by The 
Dampney Company of America, Hyde 
Park, Boston 36, Massachusetts. 


Nitrocellueose Packaging and Paper 
Lacquers, a 32-page booklet prepared ky 
the Hercules Powder Co., Wilmington, 
Del., includes a description of the for- 
mulations and materials used in the re- 
search on nitrocellulose packaging and 
paper lacquers and detailed results of the 
investigations. Sections on heat-sealing 
coatings and moistureproof heat-sealing 
coatings are also included, as well as 
suggested starting formulations for 
paper-coating lacquers. Also cited are an 
explanation of testing methods and de- 


N FINISHES 


CRIPTIO 


Compounded especially for 
METAL DECORATORS 
Give us your finishing problem. 
We guarantee you an answer 
based on your conditions, and 
notjust a standardized formula. 


THE WATSON-STANDARD Co. 
225 Galveston Ave. Pittsburgh 30, Pa. 
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scription of lacquer components, solvent, 
paper-coating method, and coating cycle 
used in the research. 


Schori Technical Bulletin No. 103D, de- 
scribing in full detail the method of ap- 
plying polyethylene to metal surfaces, 
can be obtained from the Schori Process 
Division, Ferro-Co Corp., 8-11 43rd Rd., 
Long Island City 1, N. Y. Included are 
tables showing the results of one-year 
tests on a long list of chemicals. 


Kotron Selenium Rectifiers. Leaflets 
containing engineering data pertaining to 
its power selenium and strip selenium 
rectifiers are available from the Standard 
Arcturus Corp., 54 Clark St., Newark 4, 
New Jersey. 


Plastic Strippable Coatings, specially 
designed temporary coatings applied by 
spray, brush, or dip, are the subject of 
a technical data sheet issued by Spe- 
cialty Coatings Laboratory, 1721 N. Water 
St., Milwaukee 2, Wisconsin. 


Fidelity Products. A folder containing 
bulletins on their various products is 
being offered by Fidelity Chemical Prod- 
ucts Corp., 470 Frelinghuysen Ave., New- 
ark 5, N. J. Among others, descriptions 
and directions for use are given for the 
following products: Aluminum Cleaner 
No. 9, Stripper No. 11, General Cleaner 
No. 15, Floor Cleaner No. 55, Pine Scrub 
Soap No. 63, Sanitizer and Deoderant No. 
452, Zipsol Metal Cleaner No. 74 (De- 
greasing Solvent) Motor Flushing Com- 
pound, Steam Cleaner No. 124 X, Medium 
Duty Steel Cleaner No. 123, Heavy Duty 
Platers’ Cleaner No. 170, Peelable Spray 
Booth Coating No. 483, and Organic Al- 
kaline Stripper 527. In all, there are 39 
bulletins included in this folder. 





GOLD PLATING SOLUTIONS 
In All Colors 
Guaranteed 100% Pure Go!d Content 
Troy Weight - Color Constant 
Tarnish Resistant 


Proven Quality by the Acid Test 


Write or call our experts a»out your 
plating problems 


Davis-K-Products Co. 


54 West 22nd St., New York 10, N. Y. 
Oregon 5-0094 
5-0095 
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Start Clean... 
Stay Clean! 


Use Red Label Darco S-51 in your plating 
bath regularly to get better work at lower cost! 


Don’t put clean work into a plating bath of questionable purity! 
Don’t risk wasting the time, labor, and expense that goes into 
cleaning work for plating. 


Start clean . . . stay clean! Darco adsorbs impurities to its sur- 
faces before they can be deposited on the freshly cleaned sur- 
face of your work. 


Is your plating bathas 
clean as the water in your 
final rinse? 





DARCO 


” REG.U. S. PAT. OFF. 


February, 1950 


Darco Red Label S-51 is especially easy to handle... 
to wet . . . to incorporate into a slurry. It’s especially 
treated for use in plating — the only carbon that will 
meet the benzol-mercury test! Place an order for Red 
Label Darco S-51 today. Practically all leading sup- 
pliers carry Darco — do not accept substitutes! ........... 


DA RCO 


=| CORPORATION 


60 East 42nd Street, New York 17, N. Y. 
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Testing Apparatus. A four-page leaflet stand their instruments, calibrate and 
illustrating and describing miscellaneous maintain them in the proper operating 
testing apparatus can be obtained from condition, and guard against the numer- 
Henry A. Gardner Laboratory, Inc., ous errors common in such work. Instru- 
Bethesda 14, Md. Information is included ments and methods for use in the ultra- 
on a Mandrel Set for paint flexibility violet, visible, and near-infra-red spec- 
tests, tensile strength and elongation ap- tral regions are considered, including 
paratus, improved sand abraser, Hart photographic, visual, and photoelectric 
impact tester, Universal drying rack for methods. Important topics covered in- 
paint panels, touch controller, and 3-roll clude definitions of spectrophotometric 
laboratory mill. terms, essential parts of spectrophoto- 

metric work, and presentation of stand- 
— ard data for checking the calibration of 
spectrophotometers. In addition, a_ bib- 

Tesco Chemical Compounds. Tesco liography of 127 related references is 
Chemicals, Inc., 1575 North Side Drive, given. 

N. W., Atlanta, Ga., has prepared a 

technical bulletin describing its chemical 

compounds for cleaning, conditioning, 

paint stripping, corrosion proofing, and 36th Annual Proceedings of the Amer- 

paint bonding of metals preparatory to ican Electroplaters’ Society. Published by 

painting, vitreous enameling, and plating. the American Electroplaters’ Society, 
Box 168, Jenkintown, Pa. 272 pages. II- 


lustrated. Cloth binding, board covers. 
N E W B ‘e) re) K S Price, $5.00. 

This volume presents a record of the 
technical sessions of the 35th Annual 
Spectrophotometry (Circular 484). By Convention of the American Electroplat- 
Kasson S. Gibson. Published by the Su- ers’ Society, held in Milwaukee from 
perintendent of Documents, U. S. Govern- June 28 through July 1, 1949. It provides 
ment Printing Office, Washington 25, D. a record of the Convention proceedings, 
C. 48 large double-column pages. Illus- as well as a complete presentation, with 
trated. Price, 25 cents; foreign, 33 cents photographs, of each technical paper and 
United States currency. the discussion following the presentation. 
Techniques and data resulting from the The various committees of the American 
extensive experience by the National Bu- Electroplaters’ Society are listed, as well 
reau of Standards in spectrophotometry as the A.E.S. Branches, and other in- 
are presented in this guide so that users formative data concerning the Society 

of spectrophotometers can better under- and its functions. 





A SUPERIOR ELECTRIC HEATER 
for CORROSIVE PLATING LIQUIDS 


The Amersil Heater is a Nichrome V wire- 


wound heating element inserted into a shell 
of opaque fused quartz. Shell has acid proof 
head. Available in a variety of shapes and 
sizes. Write for complete details. 


AMERSIL COMPANY INC. 
900 PASSAIC AVE. EAST NEWARK, N. J. 








For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
KEYSTONE EMERY MILLS Write tor Sample 4316 Paul St., Phila., Pa. 
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Look for this trade mark when 
you want buffs to fit your particular 
job—g ive superior results—cut 
overhead costs to the bone. Since 
1893 we've designed buffs for 
every type of work. Can we help 
you—now? 





WILLIAMSVILLE BUFF DIVISION 


The Bullard Clark Company 
DAN LES GIN, | C ON NUE C Fe € at 
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“lhe Finishing Touch By J. A. Patterson 
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‘‘Ain’t you got sumpin’ for me to look at?”’ 
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Oeportuntty Section 








SALES TERRITORIES OPEN 
Reliable and well-advertised firm manufacturing 
protective coatings for metals requires representa 
tion in some areas Sales and industrial experience 
desirable but not absolutely necessary. Straight com 
mission. No objection to non-competing lines. Reply 
in confidence giving age, business experience and 
other information you consider important. Write 
Box 23, c/o Products Finishing, 431 Main Street 
Cincinnati 2, Ohio 





CHIEF CHEMIST 
This position is open for a qualified individ- 
ual who wishes to associate himself with a well 
established firm manufacturing a complete line 
of lacquer and synthetic finishing materials in 
the metropolitan New York area. Please send 
full particulars concerning experience and 
qualifications. All replies treated in strictest 
confidence. Box No. 25, c/o Products Finishing, 
431 Main St., Cincinnati 2, Ohio. 








Will BUY your dirty THINNERS and 
SOLVENTS. Send sample or letter 
giving approximate contents and 
solids. The Johann Company, 633 
East 138th Street, Dolton, Illinois. 








LACQUER THINNER 
VINYL THINNER 


Available for immediate delivery 


American Chemsol Corporation 


641 FOURTH AVE. CORAOPLIS, PA. 








INDUSTRIAL FINISHES CHEMIST 
Wanted for midwestern plant of firm manu- 
facturing complete line of lacquers and syn- 
thetics. Please send complete information 
concerning experience, education, etc. to Box 
No. 26, c/o Products Finishing, 431 Main St., 
Cincinnati 2, Ohio. All replies confidential. 


Siain-Filler Formulator wanted ky Midwest- 
ern manufacturer of complete line of wood 
finishing materials. Knowledge of wood lac- 
quers preferable. Must be progressive and 
alert. Salary commensurate with experi- 
ence and abilities. Write Box No. 28, c/o 
Products Finishing, 431 Main St., Cincin- 
nati 2, Olio 








“HELP WANTED” 


Industrial finishes salesman wanted by mid- 
west manufacturer of industrial finishes to 
cover the State of Michigan. Box 22, c/o Prod- 
ucts Finishing, 431 Main St., Cincinnati 2, Ohio. 


Synthetic Formulator wanted. Established 
manutacturer of industrial finishes requires 
chemist with sound hackground in the 
formulation of synthetic finishes. Must be 
alert to new technical advances. Salary 
commensurate with experience and abili- 
ties. Write Box 29, c/o Products Finishing, 
43) Main St.. Cincinnati 2, Ohio 














Industrial Finishes salesman wanted 
by national manufacturer to cover 
Pittsburgh, Pennsylvania, _ territory. 
Write Box No. 24, c/o Products Finish- 


ing, 431 Main St., Cincinnati 2, Ohio. 


INDUSTRIAL FINISHES CHEMIST 
Services required in eastern division of 
firm manufacturing all types of industrial 
finishes. Please send full particulars con- 
cerning qualifications to Box No. 27, 
c/o Products Finishing, 431 Main St., 
Cincinnati 2, Ohio. 











AGENTS AND JOBBERS 
SITUATION OPEN—TOP FLIGHT MANUFACTUR- 
ING AGENTS AND JOBBERS 
Wonted in certain territories to sell Schaffner's 
Buffing Compositions and Supplies. We specialize 
in White Finish (Lime Composition), Grease Stick, 
Tripoli, Emery Cake, etc., in ‘Bar or Liquid Form."’ 
All up to 100% saponifiable. These items can all 
be made to fit your particular customers’ require 
ments. No account is too small or too large, for our 
individual attention. SCHAFFNER MANUFACTUR- 
ING CO., INC., Schaffner Bldg., Pittsburgh 2, Pa. 











INDUSTRIAL FINISHES SALESMAN 

This well established lacquer and synthetic fin- 
ishes manufacturing company is expanding its 
sales operations and requires the services of 
two technically able paint sales engineers with 
a following. Location within twenty-five miles 
of Phila. Area to be covered to include N. Y., 
N. J., New England, and parts of Pa. This is an 
excellent opportunity well worth investigating. 
Write in strict confidence with complete in- 
formation to the American Lacquer Solvents 
Co., P O. Box 271, Phoenixville, Pa. 














1. Recording Thermometer 

A bulletin available from The Bristol 
Co., Waterbury 81, Conn., describes the 
construction and operation of the Trav- 
eling-Recording Thermometer and points 
out uses for the instrument in production 
shops performing baking operations. 


2. Synpex Enamels 

M & W Technical Data Bulletin No. 106, 
distributed by the Maas & Waldstein Co., 
Newark 4, N. J., describes the physical 
properties of Synpex Enamels together 
with instructions for their application. 


3. Black Finishes 


A “Black Book’’ describing details of 
Zinc Black and other Black-Magic metal 
finishes has been published by the Mit- 


chell-Bradford Chemical Co., 
Bridgeport, Connecticut. 


4. Polishing Wheels 

Bulletin W-102 describing its complete 
line of polishing wheels and accessory 
products has been prepared by the Han- 
son-Van Winkle-Munning Co., Matawan, 
New Jersey. 


Stratford, 


5. Emulsion Cleaner 

Mul Emulsion Cleaner is described in a 
folder issued by The DuBois Co., Cincin- 
nati 3, Ohio, in which properties and sug- 
gested uses of the product are outlined. 


6. Backstand Belts 

“Facts About Backstand-Belt Grinding 
and Polishing’? are enumerated in a 
booklet being distributed by Armour & 
Co., Chicago 9, Illinois. 


7. Aluminum Finishes 

A 64-page manual entitled ‘‘Finishes for 
Alcoa Aluminum”’ is available from the 
Aluminum Company of America, Pitts- 
burgh 19, Pennsylvania. 


8. Centrifugal Dryer 

The New Holland Machine Co., New 
Holland, Pa., has published a bulletin 
providing complete specifications of the 
New Holland Kreider Centrifugal Dryer 
and describing typical installations. 








To obtain copies of the catalogs 
listed bere, indicate on the coupon 
the number of the item in which you 
are interested and mail as directed. 








9. Infra-Red Brochure 

The Fostoria Pressed Steel Corp., Fos- 
toria, Ohio, has published Brochure EV- 
1146 which illustrates and describes the 
use of the Fostoria Evenray System in 
industrial heating applications. 


10. Industrial Wire Cloth and Screens 

K-P Catalog No. 36, issued by Korb- 
Pettit Wire Fabrics and Iron Works, 
Inc., Philadelphia 22, Pa., describes by 
means of illustrations and data tables 
the many types of industrial wire cloth 
and woven wire screens manufactured by 
the company. 
ll. Gold Plating 

An instruction booklet describing gold 
coloring solutions for various shades of 
gold is now being issued by Baker & Co., 
Inc., Newark, New Jersey. 


12. Duranite H Folder 

A folder outlining field results and lab- 
oratory tests made on its new organic 
finish, Duranite H, and extending over a 
two-year period is available from the 
Industrial Finishes Dept., Atlas Powder 
Co., Wilmington 99, Delaware. 


18. General Purpose Fans 

‘“‘General Purpose Fans’”’ is the title of 
an eight-page bulletin designated as Bul. 
letin 481 distributed by the New York 
Blower Co., Chicago 16, Illinois. 


14. Flock Color Card 

A color card containing samples of 
flock finishes has been issued by the Ray- 
on Processing Company of Rhode Island, 
Inc., Central Falls, Rhode Island. 


15. Metal Lacquers 

“Is There A Better Metal Finish Than 
The One You Now Use?” is a booklet 
issued by The Egyptian Lacquer Mfg. 
Co., Newark, N. J., describing six clear 
lacquers for metal. 
16. Chemifinishes 

General information concerning the 
finishing of metals with Du-Lite materi- 
als is contained in literature prepared by 
The Du-Lite Chemica] Corp., Middle 
town, Connecticut. 





17. Electric Radiant Heaters 

The Edwin L. Wiegand Co., Pittsburgh 
8, Pa., has available Bulletin CS-603 
which describes the construction of 
Chromalox heaters and lists the uses, 
operating characteristics, and advan- 
tages of the infra-red units. 
18. Temperature Controls 

Self-operated temperature controls for 
plating and finishing applications are de- 
scribed in Catalog No. 650 available from 
the Sarco Co., Inc., New York 1, New 
York. 
19. Deburring and Finishing Equipment 

“Cut Labor Costs % or More’’ is the 
title of a bulletin issued by Almco, Divi- 
sion of Queen Stove Works, Inc., Albert 
Lea, Minn., describing the complete line 
of Supersheen deburring and finishing 
barrels, equipment, and supplies. 
20. Striplastic No. 320 

A bulletin describing the properties and 
applications ,of Striplastic No. 320 is 
available from the Striplastic Co., Cleve- 
land 6, Ohio. 
21. Cleaning and Phosphatizing 

Four convenient reference file folders 
under the headings of Paint Removal, 
Phosphate Coatings, Metal Cleaning, and 
Spray Booth Maintenance, which contain 
descriptions of the complete line of vari- 
ous compounds and chemicals available 
from the company, can be obtained from 
Klem Chemicals, Inc., Dearborn, Michi- 
gan. 
22. Protective Coatings 

‘“Ucilon’’ Specialized Industrial Coat- 
ings for the protection of metal, concrete, 
and wood are the subject of a four-page 
folder prepared by United Chromium, 
Inc., New York 17, New York. 
23. Finishing Equipment 

The Despatch Oven Co., Minneapolis 14, 
Minn., has prepared Bulletin C-51 which 
illustrates and describes its complete line 
of gas-oil, electric, and steam finishing 
equipment. 
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431 Main St., Cincinnati 2, Ohio 


I am interested in receiving the 
February Issue. 


24. Zinc and Cadmium Dip 

‘‘Iridite,’’ a quick dip process for im- 
proving corrosion resistance or as a paint 
base or final finish on all zinc or cadmium 
surfaces, is described in a four-page fold- 
er published by Allied Research Products, 
Inc., Baltimore 5, Maryland. 
25. Polishing and Buffing Machines 

Acme Straight Line Automatic Polish- 
ing and Buffing Machines are the subject 
of an eight-page folder distributed by the 
Acme Manufacturing Co., Detroit, Michi- 
gan. 
26. Metal Cleaners 

The Cowles Chemical Co., Cleveland, 
Ohio, has available a folder containing 
data sheets on its Metal Cleaners for 
every type of soil and operation. 
27. Abrasive Grain 

The Simonds Abrasive Co., Philadel- 
phia 37, Pa., is issuing an illustrated data 
sheet on ‘‘Borolon’’ Aluminum Oxide 
Abrasive Grain for the polishing trade 
and general industrial uses. 
28. Activated Carbon 

The use of activated carbon for decol- 
orizing, purifying, and deodorizing vari- 
ous liquids and electroplating solutions is 
described in literature available from the 
Darco Corp., New York 17, New York. 
29. Spray Painting Information 

“Hints on Finishing Economies,” a 20- 
page booklet prepared by E. I. du Pont 
de Nemours & Co., Finishes Div., Wilm- 
ington 98, Del., covers the following sub- 
jects: proper paint temperature, correct 
air and fluid pressures, importance of 
paint viscosity, gun adjustment for cor- 
rect spray pattern, proper handling and 
triggering of the spray gun, uniformity 
and thickness of the paint film, and 
causes and cures of common imperfec- 
tions in spray finishing. 
30. Boothcote Circular 

A circular describing the use of Booth- 
cote, a spray booth coating, is available 
from the Hygrade Food Products Corp.., 
Boothcote Division, Buffalo 6, New York. 


following literature reviewed in your 








Abbott Ball Co. 

Allied Research Products, Inc. 

Almco Diy., Queen Stove Works, Inc. 
Alrose Chemical Co. 

Alsop Engr. Corp. 

Alvey-Ferguson Co. 

American Chemical Paint Co. 

Amersil Co., Inc. 

Apothecaries Hall Co. 


Bacon Felt Co. 

Baker & Co., Inc. 

Baughn Chemical Products Co. 

Behr-Manning, Div. of Norton Co. 

Black Mfg. Co. 44 
Blakeslee & Co., G. S. {1 


Cambridge Wire Cloth Co. 77 
Chemco Products Co., Inc. 96 
Codman Co., F. L. & j. C. 83 
Columbia Electric Mfg. Co. 60 


Daniels Plating Barrel Co. 116 
Darco Corp. 121 
Davis-K-Products Co. 120 
Despatch Oven Co. 71 
Detrex Corp. Feurth Cover 
DeVilbiss Co. 8,9 
Duriron Co., Inc. 27 


Egyptian Lacquer Mfg. Co. 
Enthone, Inc. 
Exolon Co. 


Ferro Enamel Corp. 
Fidelity Chemical Products Corp. 
Fostoria Pressed Steel Corp. 


Hammond Mchry. Builders, Inc. 
Hanson-Van Winkle-Munning Co. 
Harrison & Co., Inc. 

Harshaw Chemical Co. 

Heatbath Corp. 

Hercules Powder Co. 

Holland & Sons, Inc., J. 


Industrial Filter & Pump Mfg. Co. 
Jackson Buff Corp. 


Jensen Specialties, Inc. 
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Keystone Emery Mills 
Kirk & Blum Mfg. Co. 
Klem Chemicals, Inc. 


Kold-Hold Mfg. Co. 


Lambros Precious Metals Corp. 
Lowe Bros. Co. 


Maas & Waldstein Co. 
Mahon Co., R. C. 
Mosher Co. 

Murray Mfg. Co., D. J. 
Murray-Way Corp. 


Norton Co. 
Oakite Products, Inc. 


Park Chemical Co. 63 
Parker Rust Roof Co. 48, 89 
Pittsburgh Plate Glass Co., Brush Div. 49 


Randolph Products Co. Second Cover 
Ransohoff, Inc., N. 87 
Richardson-Allen Corp. 57 
Robinson & Son, A. 


Sarco Co., Inc. 

Schmieg Industries 
Sherwin-Williams. Co. 
Simonds Abrasive Co. 
Specialty Coatings Laboratory 
Standard Electrical Tool Co. 
Stevens, Inc., Frederic B. 
Striplastic Co. 

Sulphur Products Co. 


Torit Mfg. Co. 


Udylite Corp. 
United Chromium, Inc. 


Varnish Products Co. 110 
Wagner Bros., Inc. Thirc Cover 
Wiegand Co., Edwin L. 23 
Watson-Standard Co. 120 
Williamsville Buff Div., Bullard Clark Co. ...123 


Young & Bertke Co. 111 
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ePURE 
*ECONOMICAL 
TAILORED 
PROVEN 


\RM OF COPPER ANODE 


versatility and safety 


LOWEST COST F 
—plus better 

that’s the new Wagner 
efficiency! You can now eliminate most of your 


oval anode heac 


perilormance, 


contribution for plating 

ce 

Jaches and gain these important 

money saving advantages 

@ Quality is 
copper 


constant—99.98% pure electrolytic 


@ Long steel hook is included, eliminating cost and 
labor of attaching threaded hooks 

@ You may have any length or width to fit various 
tank sizes or work, tailored to your order, stand- 
ard thickness approximately 1”. 

@ Standard sizes are available to fit conventional 
anode bags 


@Long steel hook outlasts the copper, reducing 
danger of breakage of anode near surface. 

@ Efficiency is proven. Many leading plating plants 
and departments have already changed over to 
LECTROCOP electrolytically deposited anodes 

@ Fabrication is immediate, in our Detroit plant. No 
long shipping delays 


For your convenience, LECTROCOP is shipped in 
a 250 pound package, steel strapped and palletized 
Why not call in the Wagner Brothers representative 
in your area? He'll assist you in determining the 
correct LECTROCOP anode for your work. Or 
send for folder describing LECTROCOP and the 
other distinctive Wagner Anode Products. 


gy AAR GIR joes TRG ang ASG pine 


C2 


BROTHERS INC. 


Wagner Bros., Inc., 432 Midland, Detroit 3, Michigan 
Send [_] LECTROCOP Bulletin 

() Anode Products Folder 

(_] Name of representative in my area 
Tit 


Name itle 


Firm 
Address City 


Zone State 


” 








WHAT DO You WANT 


DEGREASING SOLVENT ¢, 


UTMOST STABILITY 


and EASE of CONTROL ? 


Then you want PERM-A-CLOR—the most highly stabilized 
degreasing solvent. As to Control—simple titration measures serv- 
ice condition. 





TOP ECONOMY @ 


For over-all degreasing economy and complete assurance even 
under most adverse conditions, no other solvent equals PERM-A- 
CLOR. For average use, TRIAD, the competitively priced stabilized 
trichlorethylene solvent, with Detrex service, will save you money. 


HIGH SPEED 2 


PERM-A-CLOR and TRIAD are unsurpassed in speed of 
degreasing. 





THOROUGH CLEANING @ 


It's PERM-A-CLOR and TRIAD again—for perfect oil and grease 
removal from all kinds of metal products. 


SAFETY ? 


PERM-A-CLOR and TRIAD are non-flammable, non-explosive 
and truly safe for your equipment, products and personnel. 


Write for complete information on these outstanding degreasing solvents 
and the advantages of Detrex free customer service. 
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